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GENERAL OFFICES AND WAREHOUSE. 18TH STREET AT VERNOR HIGHWAY WEST 


FTER more than 45 years continuous Facing Mill at 22nd Street and MCRR is T 

occupancy of our old location on within a short distance. 

Third Street, we have moved to the 
new and larger buildings shown above— 
making room for civic improvements. 


With these greatly increased facilities, we 
are in a position to serve your needs more 
efficiently than ever. 





Our new property, on Eighteenth Street at 
Vernor Highway West, provides more than To all our customers and friends, we 
double the floor space of our former plant... extend a cordial invitation to visit our 


larger, more modern offices and labora- modern plant when in Detroit. Make it 
tories . . . increased manufacturing and your headquarters for “EVERYTHING 


warehouse area... all under one roof. Our FOR A FOUNDRY.” 
See Our Ad on Inside Back Cover 


DE B. paatlsas INCORPORATE! 


DETROIT 16, MICHIGAN 








SNEWENGLAND . . 166-182 Brewery St., New Haven, Conn. e CANADA . FREDERIC B. STEVENS OF CANADA, LIMITED 
EW YORK and PENNSYLVANIA . . 93 Stone St., Buffalo, N. Y. * 1262 McDougall St. Soa 6=. hl. Cw SC:~«Ct:«SC Windsor, Ontario 
INDIANA . Hoosier Supply Co., 36 Shelby St., Indianapolis, Ind. . 4) coe ae, SC. C«jws«C«wjsCjsCj~. SCT‘ orcontto,, Onntaria 





Long a problem to foundrymen has 

been the presence of sulfur and oxides in 
cupola iron. To get rid of these undesirable 
elements, which weaken the iron and reduce 
machinability, early metal workers tried using 
ordinary powdered soda ash, Although this is a 
good desulfurizer and purifier of molten iron, 
its use in powdered form wasn’t practical. 


Mathieson technical men found the answer— 


they melted the soda ash and cast it into pigs. These 
proved easy to handle, and were clean and 


moisture-free. That’s how soda ash became a safe, 
practical two-pound briquet—known to foundrymen 
as PURITE—for purging molten iron of 

non-metallic impurities. 


For a quarter century PURITE has made possible 
improved grain structure and machinability... 
faster production of cleaner, sounder castings. 
Write for pamphlet: “Purite—The Scientific Flux”, 
The Mathieson Alkali Works (Inc.), 

60 Kast 42nd Street, New York 17, N. Y. 
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leaning up heavy castings pre- 
mts no problem when you're 
sing chisels made of Omega. 






Omega is top choice for breaking 
out stubborn cores in fast time. 








|-ing on your cold-battering jobs. But be sure to use 
| mega chisels for chipping and core-breaking, for OMEGA FOR SHOCK-RESISTANCE 


'en you've got a steel that’s been bred for the job. 


| . , ; Tensile strength — 340,000 psi max. 
}mega is engineered for extra shock-resistance. It 

pves you a chisel that stands up under powerful, Yield point — 280,000 psi max. 
)pid-fire blows. The cutting edge stays sharp; the Unnotched Charpy — 130 foot-pounds 
iank is non-peening. Normal working hardness—RockwellC, 58-60 











. Omega is easy to forge, machine, and heat-treat. 
"hether you make up your own chisels or buy them 








sady for use, there’s no better steel for chipping and BETHLEHEM STEEL COMPANY 

ore-breaking work. BETHLEHEM, PA ETH LEH 
The nearest Bethlehem district office or tool-steel On the Pacific Coast Bethlehem products are sold by B “ 
stributor will gladly give you complete information. EE: SRY One ener ee STEEL 

}mega is available for immediate delivery. TPO che mins tient 

: j ® 

| ECA .. one of Bethlehem’s Fine Tool Steels 
iE FOUNDRY—-February, 1948 1 


4 


' 





= Pa ~. mi 
‘al “Des 


THE FEDERAL FOUNDRY SUPPLY COMPAN( 


4600 East 71st Street @ Cleveland 5, Ohio 
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CROWN HILL, W. VA. ¢ CHICAGO « CHATTANOOGA, TENN. ¢ DETROIT ¢ MILWAUKEE ¢ NEW YORK ¢ ST.LOUIS ¢ RICHMOND, VA. ¢ UPTON, W'® 


The Foundry Supply Ce., Inc., 404 Se. Third St., Minneapolis 15, Minn. © Beaumont Cement Sales Co., Houston and Beaumont, Texas, and Harvey, la. © Chamberlain Company, Los Angeles, © 
Pacific Graphite Works, Ockland, Calif. © LaGrand Industrial Supply Co., Portland, Ore. 
CANADA — Overseas Commodities Lid., 2845 Grandview Hgy., Vancouver, B.C. © T.D. Barnes, 59 Sun Life Bidg., Hamilton, Ont. © Newman Foundry Supply, Lid., 643 St. Pau! St. W., Mentree!, ( 
fvropeen Concessionaires: The District Chemical Company, Lid., 1-19 New Oxford S$t., London W. C. 1, England 
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The heart of a)Press Roll is the core made with 
just sand and bINOIL. This particular core is 
230 long, and is\made up in two halves which 
Gre bound together with bailing wire...a rope 
hitch is taken Ground its bare neck ...a crane 
hoists it Up On end ahd maneuvers it into the 
pouring pit... constant rough handling... even 
before 14 tons of molten metal seek to crush it 
to bits. This two-ton core must withstand terrific 
weight and pressure, yet shoke out like sugar 
for the clean out crew. 





Press Rolls are rubber or brass jocketed, accu- 
rately ground rolls, used in paper mills to 
squeeze the water out of the paper web prior 
to drying. Each core must retain its exact dimen- 
sions. Every casting must be perfect. One core 
failure could ruin thousands of dollars worth 


: of castings. 
A REAL TEST OF CORE STRENGTH 





i 


' 





): Cleaning Hours Per Casting! 


THE BLACK-CLAWSON COMPANY 
Paper-Making Machinery Manufacturers 
HAMILTON, OHIO 









Removing two tons of sand through a little 






4" hole can be mighty expensive cleaning. 
Before LINOIL, black sand required 40 
hours cleaning time per casting. Now, 
LINOIL cores withstand all the weight and 
pressure, yet shake out like sugar in just 4 










hours. A direct saving of 36 costly hours 








per casting. 







LINOIL saves Black-Clawson 36 hours of 
expensive cleaning time per casting and is 


absolutely dependable. Can you think of 
better proof of LINOIL’S value ? 





CHECK — MACHI om THE CORE. POSITIONING THE CORE IN THE PIT 


TM scr" 
SG G. SMITH COMPANY 


(DIVISION OF ARCHER-DANIELS-MIDLAND COMPANY) 


S19) CLEVELAND 2, OHIO 2191 WEST 110th STREET 
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Blast Cleaning 
Team Helps 
OLNEY 
Average 
1,000 Tons 

of Castings 
per Month 

















ROTOBLAST TABLE © 
CLEANS 3 TONS 


PER HOUR 
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(Above) 
The International Harvester UD-16. 6- 
cylinder Industrial Power Diesel Engine. 











(Left) 

Twelve-section core for the 6-cylinder In- 
ternational Diesel, resting on wooden jig, 
ready for placing in the mold. 


CHAMPION BRINGS YOU 





In products such as Diesel Engines, it frequently happens that the inside 
surface of the casting is more intricate and the requirements for precision 
are more exacting, than for the outside surface. Which indicates the im- 
portance of precision and uniformity in the cores used. The growing 
preference for Champion core blowers in the larger production foun- 
dries all over the country indicates an appreciation of the engineering 
experience, the productive capacity and operating ease designed and 
built into these machines. 

The views above, shown through courtesy of International Harvester 
Company comprise an interesting chapter in the story of the building 
of an important industrial power unit. Cylinder block cores, consisting 
of 12 sections are blown by the CB-400 Core blower, operated by a crew 
of three men. The complete core, composed of 17 pieces, and weighing 
a total of 660 Ibs., is seen ready for setting in the mold. 


8 THE FOUNDRY—February, 194? 














if 









FOUNDRY 


View in Core room, Milwaukee Works, 
International Harvester Company, show- 
ing CB-400 core blower turning out cores 
for cylinder blocks, 6-cylinder Diesel 
Engine, Model UD-16. 





OF A WELL-KNOWN 
DIESEL ENGINE 


A Champion CB-400 Core blower, a roller conveyor loop and a 
roll-over machine provide the equipment by which three men can 
produce core sections just about as fast as it takes to tell about it. 
This huge machine operates with such precision that the sections 
of cores go together with a minimum of grinding. Controls are as 
simple and easy to manipulate as on the smallest machine in the 
Champion line, and operators can maintain their full rate of pro- 
ductiontotheend of the shift, without the penalty of physical fatigue. 
Does the experience of this, and other users of Champions, sug- 


gestan advantage fo you of installing afew Champions on your team? 


The CB-400 Champion Core Blower has 


a capacity up to 300 Lbs. of sand and can OT “ . ; ' art v 
fill the largest core box just as quickly and F 0 ND RY A yp MACHI . 


satisfactorily as the smallest Champion. 


Let us tell you more about the "Champion 1318 W. VARS STREET CHICAGO 8, ILLINOIS 


Method.”’ 
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ELIMINATE CORE AND JOINT FINS 


and patch broken or defective cores with 


DELTA MUDDING & PATCHING COMPOUND 


SLICKTITE 


A white, smooth plastic compound recom- 
mended for use on cores in the production 
of steel, grey iron, malleable and non- 
ferrous castings. 


Upon request you will receive 
a liberal working sample of 
either, or both, DELTA SLICK- 
TITE and DELTA EBONY Mud- 
ding and Patching Com 
pound, for test purposes. 


ADHERE TO SAND 
SURFACES 


. EASY TO APPLY 


PREVENT CORE JOINT 


GAS LEAKS 


Ask for bulletin describing 
DELTA Mudding and Patching 
Compounds. Also included 
are complete instructions on 
‘“*How to Use'’’ in your 
foundry. 


HERE ARE SEVEN REASONS 
BY USING DELTA MUDDING & PATCHING COMPOUND. . 


MOISTURE PROOF ... 
HIGHLY REFRACTORY . . 


SMOOTHER CASTINGS . 


EBONY 


A smooth black plastic compound recom- 
mended for use on cores in the production 
of grey iron, malleable and non-ferrous 
castings. (Not recommended for stee)). 


YOU WILL SAVE TIME AND MONEY 


When thoroughly dried, will not absorb moisture 


Molten metal lays on the surface without the least 
disturbance and will not fuse or burn-in. 


Non-reactive with molten metal and liberate an ab 
solute minimum of gaseous vapors. 


High in hot strength. They cling to sand and will 
not crack, flake, peel or scab in contact with molten 
metals. 


Both compounds are smooth in texture, apply read 
ily and are kind to the hands and finger tips. 


Mudding core joints with either of these compounds 
will produce an absolute seal, preventing the escape 
of core gases at the core joints. 


Patched corners and properly mudded joints pro 
duce smooth casting surfaces, eliminate core joint 
fins and cut cleaning room costs. 


DELTA Mudding & Patching Compounds are used by a majority of the larger 


foundries in the U.S.A. 


OIL PRODUCTS CO. 


MILWAUKEE 9, WISCONSIN 
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Mechanization 


MAKES THE FOUNDRY A 





very job in U. S. foundries! 


NOTE: A-C does not offer foundry consulting or engineering 
service. It cooperates however with such firms in recommending 
foundry equipment which has been proven in Allis-Chalmers’ 


own toundries 


? “OUR FOUNDRY HELP PROBLEM was licked 
® by mechanization,” says foundry operator. ‘Foun. 
dry shakeouts and screens have eliminated many heavy 
jobs . . . resulted in better control of dust and fumes, 
with casting output stepped up!"" These statements are 
typical of the advantages accruing to foundries through 
better mechanization, A-C helps in other ways too.... 





ETTER PLACE TO WORK! 


"It eliminates dirty, disagreeable work ... should 
result in lower production costs," says well-known 
foundry expert. Below, see how Allis-Chalmers’ 
“Mechanized Equipment” is helping to do that 




















3 IN SAND RECLAMATION AND CONDITION- 
e ING. Vibrating screens for example, eliminated a 
scalping bottleneck for this foundry. A completely en- 
closed Low-Head screen and dust collector was installed 
which eliminated scalping problems. A complete line of 
A-C vibrating screens is available for all foundry screen- 
ing jobs. Electrical improvements can help too, ... 


Foundromatic and Low-Head are Allis-Chalmers trademorks 


Tor Bigger Output...Better Working Conditions... MECHANIZE with + 


12 
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GOOD EXAMPLE are these two Foundromati 
@ 2-bearing shakeouts which in conjunction with a sand 
slinger have almost frip/ed the casting output for the 


same amount of floor space with no extra help! Foundro- 
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4 LINE LOSSES can cut into foundry profits. Allis- 
®@ Chalmers load center substations improve voltage 
regulation cut losses by bringing rated voltage to 
foundry equipment. They are easy to install and main- 
tain . . . eliminate long, costly runs of heavy secondary 
circuits . . . help to step-up machine efficiencies, A range 
of sizes for most foundry applications, 


ALLIS-CHALMERS™ 
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matic shakeouts are in stock now in sizes: 4’ x 6’ Capacity 


i tons 


+x Capacity 714 tons 


6'x 8’ Capacity 18 


tons—8’ x 10’ Capacity 25 tons. Series or parallel combi- 
nations for higher capacities. Here's another example ch 





5 DEPENDABLE FOUND 
® RY POWER with a-c and 
d-c motors. Fan-cooled motors 
lick dirt, moisture and corro- 
sion! Bulletin 6092A covers 
complete foundry line. ALLIs- 
CHALMERS, MILWAUKEE 1, WIs. 
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Team motes! Payloader Buggy and Model HA Pay- 
loader Shovel are motched for high-output, low-cost 
performonce. 





Corries foundry sand, slag, castings, waste, etc. — 
dumps easily and cleanly by hydraulic power. 








This Payloader Buggy is a new addition to the 
Hough line of cost-cutting materials handling 
equipment. It provides low-cost, high-produc- 
tion capacity for longer hauls than are prac- } 
tical with any type of tractor shovel or loader. Built as a 
companion to the famous Payloader Shovel, it is designed 

to match it in capacity, speeds and operation. All prin- 

cipal parts are also interchangeable with those of the 

shovel — an important service-economy feature 


The Payloader Buggy has a load capacity of 5,000 lbs 
The 2 cu. yd. body is low, long and wide to facilitate load- | 
ing by Payloaders, cranes, tractor shovels or by hand 
Hydraulic power dumps the loads exactly where and 
as fast as desired. Short wheel base, low height, rear ; 
wheel steer and large easy-rolling wheels enable this 

Buggy to operate indoors or out, on paved or unpaved 
surfaces, in congested low head-room areas, through 
narrow aisles and doorways. Hydraulic brakes plus full 
operator visibility permit high travel speeds with complete 

safety 


This new Hough product is sold and serviced by a world- 
wide distributor organization. It will pay you to get 
complete details 


THE FRANK G. HOUGH C 


TRACTOR SHOVELS SINCE 1920 . 
703 Sunnyside Ave. Libertyville, Ill. 
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Dust control for 


swing frame grinde 


THE FOUNDRY 





DUST 
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Another Difficult Dust Problem 
Solved by The Type D Roto-Clone 


a cee ees ce I es es es ces eee comes 


WING frame grinders are notorious 
dust producers. How to control 
such dust effectively without restricting 
the movement of the grinder presented 
a major problem until the introduction 
of the AAF Type D Roto-Clone utiliz- 
ing a booth type hood. 

In the Type D Roto-Clone you have 
a single compact’ unit combining ex- 
hauster, dust collector and storage 
hopper. Its collection efficiency is not 
affected by changes in air volume or 
operating speeds, assuring constant 
high efficiency in dust separation. Since 
the Roto-Clone may be located at or 
near dust source, need for long pipe 
runs is eliminated with installation sav- 
ings and lower power costs resulting. 
In the illustration at the left the two 
Roto-Clones are mounted on top of the 
booths. Small space requirements and 
ease of insta!lation are features of the 
Type D Roto-Clone. 

Regardless of the number of swing 
frame grinders you operate, there’sa Type 
D Roto-Clone of a size that will handle 
their dust output without restricting their efh- 
ciency. Ask your local AAF representative for a 
copy of Bulletin No. 272 or write direct to— 


AMERICAN AIR FILTER CO., INC. 


266 Central Ave., Louisville 8, Ky. 
In Canada: Darling Bros. Ltd., Montreal, P. Q. 


ROTO-CLONE’ 
CONTROL EQUIPMENT 
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Whiting has pioneered mechanical charging in most of its 
important phases—designing specially engineered equipment 
to serve a single cupola or many. Whiting will gladly confer 


with you on the most practicable installation for your plant. 


Swivel Skip Chargers 
For Multiple Cupolas 


































Whiting Swivel Charger for Whiting Swivel Chargers 

a battery of four Cupolas may be used to serve 2, 3, or 
4 cupolas. Hand or automatic 
electric indexing quickly 
shifts the charger from one 
cupola to another. Furnished 
with cone-bottom or drop- 
bottom buckets. 

There are many of these 
installations in service, to 
which we will gladly refer 
you for confirmation of their 
excellent performance and 
economy. 


Showing how the Whiting Swivel 
Charger serves multiple cupolas 


_ Side-Dump Skip Hoists 


Side-Dump Skip Hoists are widely 
used for charging in smaller foundries. 
They are economical to install and 
operate, and they do away with the 
need for a charging floor. Whiting 
builds both vertical and inclined skip 
hoists suitable for indoor and out- Loag; 
door use. _ 























More than 30% of America’s foundries 
are now equipped with mechanical chargers, 
according to Penton’s latest survey. Over half of 
these (52.1%) have been installed during the last 
five years. Significantly, the greatest increase in the 
use of mechanical charging has been among the 
medium size and smaller foundries—employing 
100 or less. 








Thus the foundry industry is rapidly shifting to 
mechanical charging ... because it reduces labor 
costs, improves working conditions, and gives 
better control—hence better quality castings. 


; The time is fast approaching when mechanical 
charging will be a MUST for the foundry which 
wishes to maintain its competitive position. 


WHITING CORPORATION 
15607 Lathrop Ave. Harvey, Illinois 


Offices in Chicago, Cincinnati, Detroit, Los Angeles, 
New York, Philadelphia, Pittsburgh, and St. Louts. 
igents in other principal cities. Canadian Subsidiary: 
Whiting Corporation (Canada) Ltd., Toronto, Ontario. 
Export Department: 30 Church St., New York 7, N.Y. 





Charging crane places loaded 
bucket in cupola 














| Underslung crane serves 
two cupolas 





Crane Type Chargers 


Whiting provides all types of 
crane chargers including overhung, 
underslung, gantry, monorail and 
jib crane chargers using cone bot- 
tom buckets. Many Whiting instal- 
lations have seen years of service. 


































a . 
Materials-Handling 
a 
Equipment 

Whiting can supply well-en- 
gineered equipment for unload- 
ing cars, handling materials to 
and from storage, transferring 
charging buckets, and handling 


hot metal. 






Iron makeup plat 
form served b 
magnet crane 


Batch weigh hopper 
tor accurate propor- 
tioning of charges 
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Raising loaded buck 
by crane charger 
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D| MANUFACTURING COM 


INCORPORATED Sole Distributors 
#-CAMBRIDGE 42, MASS. 


Ss 
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of Maintenance Economy — 





COMPARISON OF COSTS 


SKLENAR COST 


CRUCIBLE TILT COST 














Total weight melted 259,270 ths. 259,270 Ibs. 
Number of heats 432 
Total hours labor (maint. ) 26 26.52) 64 65.28 
Number Crucibles used (+120) 8 176.00 
Fire brick 18 15.60 
Cement used 100 Ibs. 8.90 400 Ibs. 35.60 
Fire clay used 400 Ibs. 12.00 600 Ibs. 18.00 
Total hours labor daily None 172 hrs. 175.44 
for preparation 

Time of heats for melt 17 min. 40-50 min. 

(600 Ibs.) (360 Ibs.) 
Total Maintenance Cost $63.02 $470.37 
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PANY 


Smooth sailing 
for your erinding department 


Switch to this leak-proof craft! They will study your machines, your 

methods, and the materials you grind: 

You, like so many other manufac- and from these basic facts. they will 

turers. may find smooth sailing to develop the most economical and effee- 
higher profits. tive grinding wheels for your needs. 

To manufacturers in more than fifty diversi- Since 1889, Peninsular has been mak- 


fied fields, Peninsular wheels have brought ing grinding wheels to fit specific jobs. 


The Peninsular Grinding Wheel Co., 


Probably similar savings can be made 729 Meldrum Avenue, Detroit 7 


ereat savings in grinding costs. 


in your grinding operations. Call in Sales Offices: Chicago, Philadelphia, 


Peninsular engineers to chart a new, Boston, Buffalo, Cleveland, Pittsburgh, 


eflicient course for you! Houston, St. Louis, Cincinnati. 


PENINSULAR 


pnorviovaccy mma eWwGINEERED 


GRINDING WHEELS 


SINCE /889 





RESINOID BONDED WHEELS 


- 


THE FOUNDRY—February 





In this eninsu lar seascape, the Boat is a 


} 


section of a large-diameter, spring grinding 
wheel (sail) and a snagging cup wheel for port 
able grinders. PORTHOLE: snagging whee 
} ] } . ee (oalins 
(one floor stand, several for portable grinders) BRN aS jahire. thy de tas las 
Le 
F én 


TELESCOPE: cylinder wheels for rough grinding 


3 A ner 
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THE NEW THOR CHIPPERS ARE 


DIL N 


IN AIR TOOLING 


streamlined design centers 
weight at the valve block... 


provides handling balance. .. 








Vo. 33 

3” Stroke 

Weight. . 14" lbs. 
Length... 15%." 










puts weight behind the piston 
to absorb vibration and 


“kick-back.”” 


plate valve block features large 
air ports that can deliver even at 
reduced air pressure full, constant 






No. 22 


2” Stroke 
, Weight... 13 lbs. 
wer for faster. . . harder blows. 6 
ee ; ; Length... 14',4" 


drop forged steel handle is shaped for 
comfortable hand grip, with ample clear- 
elim- 


ance for large hands and gloves... 





Vo. 11 


a 1” Stroke 
inates cramping and operator fatigue. Weight... 12 lbs 
Length .. . 125," 


WRITE TODAY FOR INFORMATION OR CALL A THOR BRANCH FOR DEMONSTRATION 


INDEPENDENT PNEUMATIC TOOL COMPANY 
600 West Jackson Boulevard, Chicago 6, Illinois 
Export Division: 330 W. 42nd Street, New York 18,N.Y. 
Birmingham Boston Buffalo Cincinnati Cleveland Denver Detroit Houston Los Angeles Milwaukee NewYork Philadelphia 
Pittsburgh St.lovis St.Paul SoaltlokeCity Seottle Sanfrancisco Toronto,Canada SaoPaulo,Brazil London, England 





PORTABLE POWER 


PNEUMATIC TOOLS * UNIVERSAL AND HIGH FREQUENCY ELECTRIC TOOLS * MINING AND CONTRACTORS TOOLS 
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ONE OF A SERIES OF STORIES ABOUT ALLOYING METALS 


. WHERE THEY 


COME FROM AND HOW THEY ARE USED 





THE STORY OF BORON 


— 


CENTURIES OLD 


As long ago as the sixteenth century, 
| records show that borax, a source of 
boron, was exported to Europe from 
Central Asia through Constantinople 
and Venice. The Persians called it 
“burah”’ from which we took our word 
“borax.”’ Boron was isolated in 1808 by 
both Davy and Gay Lussac. 


MUCH FROM LITTLE 


Boron improves the hardenability 

of steels; only a minute amount of 
boron is necessary to give the desired 
results. To avoid complete oxidation of 
this small quantity, the boron must be 
protected by other strong deoxidizers, 
or it must be added to a completely 
deoxidized bath. 














Formerly mined in Death Valley, 

borax was hauled great distances by 
the legendary twenty-mule teams under 
adverse conditions of rugged topography 
and intense heat. Known to the house- 
wife as a cleansing agent, borax is also 
used industrially in soldering, welding, 
and the making of enamels. 





a 4 Ama 3S — A 

 & 
Electromet produces ‘‘Silcaz’’ and 
*Silvaz”’ containing other 
strong deoxidizers that will protect the 
boron when added to the molten steel. 
Boron-treated steels are used for heavy 
machine parts such as gears and shafts. 
The presence of boron improves the 
quality of certain high-speed tool steels. 





alloys, 


ELECTRO METALLURGICAL COMPANY 


Unit of Union Carbide and Carbon Corporation 


UCC 


30 East 42nd Street 


New York 17, N. Y. 


ELECTROMET Ferro-Alloys and Metals are sold by Electro Metal- 
lurgical Sales Corporation, and Electro Metallurgical Company of 
Canada, Limited, Welland, Ontario. = 


“Silcaz’’ and ‘‘Silvaz’’ are trade-marks of Electro Metallurgical Company. 


N HO 


ACTIVE WH 


Unaffected by air at ordinary tem- 

peratures, boron is nevertheless ex- 
tremely reactive at high temperatures, 
particularly with the elements oxygen 
and nitrogen. That’s why it is used as a 
deoxidizer and degasifier by the metal 
industry. It is also used to refine the 
grain of aluminum alloys. 


For Alloy Users... 


Electromet supplies ferroboron, 
manganese-boron, nickel-boron, 
and the special boron-containing 
alloys, “‘Silcaz’’ and “‘Silvaz.”’ Con- 
stant research by Electromet has 
continually developed newer and 
better alloys. An explanation of 
Electromet’s service to users of ferro- 
alloys, and descriptions of Electro- 
met’s products are included in the 
booklet, ‘“‘Electromet Ferro-Alloys 
and Metals.”’ Write to our Technical 
Service Department today fora copy. 








/ with TABOR CANTILEVER 
JAR SQUEEZERS 


ISMATCHES—finning—swells—those It’s all done with a right and left hand thread 


production-slowing, profit-eating pests adjustment on the husky compression strut 
that plague you when you're getting ram-ofts, 
can be knocked right off your headache list. 
The way to do it is to install Tabor Cantilever 


(see insert). As wear occurs, a turn or two on 
the strut quickly restores perfect parallelism. 
Results? Even pressure, uniform density, a// 
Jar Squeezers. 7 : 

- good molds, no down-time. 
Our design men foresaw what would happen 


when wear caused loss of parallelism between Let this feature, found on/y in Tabor Cantilever 


jar table and ramming block. So, they scotched Jar Squeezers, help step up your production 





it...and quick! schedule. We can ship from stock. 


stud... you get these PLUS Values / 


The adjustment bar to stop ram-offs is only 3 Wear on squeeze cylinder is so reduced that 


one of many design features found in our 
Cantilever Jar Squeezers. Check the following 
for plus value in lowest maintenance and 


it won't be necessary, within the conceivable 
life of the machine, to re-bore or replace 


this part. 


longest life: 
a : ; ; 4 It’s impossible, under any circumstances, 
1 The squeezing unit, including guide, is 


: , : for the squeeze piston to blow out—an invalu- 
completely enclosed—full protection against 


able safety feature. 
dust and dirt. ’ 
2 There are no piston rings on the squeeze 5 Entire squeezing or jarring unit may quickly 
mechanism—a source of down-time and main- be detached from the machine—allows easy 


access for inspection. 


The TABOR Manufactining Co 


SINCE 1884 MANUFACTURERS OF FOUNDRY MOLDING MACHINES 
6225 TACONY STREET * PHILADELPHIA 35, PENNA. 


tenance expense gone. 
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CLEVELAND Pneumatic VIBRATORS 


rf 





. eliminate ‘arching-over’ and 
‘plugging’ . . . insure a steady 
continuous flow of sand from 
hoppers, bins and chutes... 
economical installation and oper- 
ating cost... available from 
stock in a wide variety of sizes 
for use on any sized bin whether 
it contains one ton or several 
hundred tons of sand . . . engi- 
neered to deliver rapid, power- 
ful, hammer-like blows of greater 
intensity than can be expected 
from any other type of vibra- 


recommendation as to type and size required is 
promptly made on receipt of information as to size 
and capacity of your hoppers, bins or chutes . 


CLEVELAND VIBRATOR COMPANY 


* 23828 Clinton 4bvenue Cleveland 13, Ohio x 
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Here’s another Federated service ... an 
easy-to-read series of DO’s and DON’Ts 


for the foundry that casts aluminum. 


Every bit of information on this wall 
chart is backed by the vast research and 
technical experience of Federated, “first 
in the non-ferrous field.” 

This colorful poster is big enough to be 
read at a distance .. . is printed on heavy 
varnished paper with weighted borders 
... will hang flat, wipe off easily with a 
damp cloth, and last for years. 

Every DO and every DON’T on this 
chart can save you TIME, TROUBLE 
and MONEY. 

Clip the coupon NOW and let 
Federated start working for you. Other 


available literature listed in coupon. 





See Federated First For Non-Ferrous Metals 


Aluminum Alloys Copper Base Alloys 


Magnesium Alloys Copper-Nickel Alloys 


Zinc Base Alloys Deoxidizers & Hardeners 


All made to rigid specifications 











Sedna 


ETALS DIVISION 





AMERICAN SMELTING AND REFINING COMPANY 
120 BROADWAY, NEW YORK 5, N.Y. 
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FEDERATED METALS DIVISION — Dept. | 
(American Smelting and Refining Company 
120 Broadway. Ne York 5, New York 
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bove, Also send copies of: 
Non-Ferrous Meta!s and Pest Bars Bocklet 
vs Booklet 
\luminum Ca \l- Repri of technical articles 
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bn | BENEFITS. 


Pilot installations show. that 
foundrymen can expect con- 
siderable operating economy 
with this new twin furnace. 


HERE ARE BENEFITS YOU GET FROM 


Ac last, you can have a top fired crucible furnace which com- TWIN 


bines TWO furnaces into ONI complete production unit. Randall- 


Twin pays for itself 


Twin melting furnaces are interconnected. While top firing one 


Cuts fuel costs 25% longer lining life 


of the twin furnaces “A,” the charge in the crucible of furnace ‘"B’’ 
ee - Waste heat f > fur- »>we > ing 
is being preheated by waste heat from “A.” After pouring and re- cane hhter™ iamrassstlesset No weekly patching 


nace used in preheating the 


charging the crucible in “A,” furnace ‘‘B’’ is top fired thus revers- other Less oxidation. 
ing the process and the charge in furnace ‘‘A”’ is preheated. Less temperature loss Less metal shrinkage 


Uniform temperature Me of . 
pe. 8 : , , i . - I plugged burners 
ith gas at 19 C. F. M. a heat is pulled from a No. 70 crucible every 


More production I , calles 
20 to 25 minutes ower installation ¢ 


Easier on furnace tender : 
Shipped complete 


Each furnace has a separate cover and the furnace tender can . 
No spiralling flame 
One gas and one air 


charge each furnace in the conv entional manner. Nothing new to iil padi 9 tan west 


learn 
Longer crucible life (50%). Foolproof controls 


RANDALL-TWIN FURNAC ES ARE PAYING FOR THEM- Metal from leaking cru- Pays for itself in saving 
SELVES OUT OF SAVINGS ALONE IN 12 TO 18 MONTHS. ae iced 
Write for literature and prices 


MAIL COUPON AND SEE WHAT YOU CAN SAVE! 


THE RANDALL FOUNDRY EQUIPMENT CORPORATION 
Newburgh Station, Cleveland 5, Ohio 


will save you money 

















Sold through leading 
jobbers everywhere. 











gree! is made... 





Pittsburgh area steel producers 

will play an important part in 

the industry's billion-dollar ex- i 
pansion program. 


“l i a a 
{|i 


ue ie 7. 
We 


erevee 


‘ 
“i s'eeu 
seetiete ~ 
baneen wil 
teectia 
: ‘ 


seencern 
trreceen 
sretcten 
ites ene 


if 
affaae 
afttipeaes 
rime 
it ar et 
a“ 


te 8s punil 


1 eRe 
» WEEEEE 


Vo iiw- Moar Wi Lviprialion 


har V31, (tio 


Chicago Detroit Pittsburgh San Francisco Tacoma 





30 THE FOUNDRY—February, 1948 





CAEBANI DS 2 sy 
peo lis - 








ALUMINUM 











| Apex Smelting Company 


Chicago « Cleveland 





The future of your foundry depends largely on the type 
of equipment you use. Are your machines modern and 
efficient? Do they reduce costs to rock bottom? Will 


they stand up under strenuous production schedules? 


Foundrymen employing MILWAUKEE Jolt Squeezers face 
the future with confidence. For these dependable mold- 
ing machines are built for rugged service and are easy 
to operate. Designed to maintain the original parallelism 
between platen and table, there is no need to worry about 
ram-offs. The machine produces BETTER MOLDS in LESS 
TIME. Upkeep is low because renewable surfaces are pro- 


vided at wearing points to simplify and reduce maintenance. 


Yes Sir! Milwaukee Molders are ready to mold a pros- 


perous future for your foundry. Get the facts — today! 


A 
> 


4 


7 


JOLT SQUEEZERS 


he er gi me 





» (Above) No. 103 Sta- 
tionary Jolt Squeezer with 
10” squeezing piston. 
Accessible from 3 sides. 


(Right) No. 124 Porta- 
ble Jolt Squeezer with 
12” squeezing piston, 
steel wheels, mold shelf. 
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SA ERLE AIT 


NEW BENCH TYPE 
CORE BLOWER 
Have you investigated 
the new MILWAUKEE- 
TACCONE Core Blower? 
It's designed to blow 
more intricate cores, as 
fast as the operator can 
remove them from the 
core box. Write for facts. 


PARODY eect 


























SAVE 


EXTRA HANDLING! 


USE 














DUAL-PURPOSE CORE TRAYS 


The CMD Dual-Purpose Core Tray can be 
used for baking the cores, thus eliminating 


transfer of cores from core plate to core tray. 


Because of their lock-stacking features, these 
wo] 
trays make possible storage from tbe floor 


up. Bins and racks are no longer necessary. 


SPECIFICATIONS 


SIZE—12" X 24” 

LOADING HEIGHT—4!2"—6” OR 7” 
OVERALL HEIGHT—5!2’—7” OR 8” 
WEIGHT—9'2 POUNDS 
MATERIAL—16 GA. SHEET METAL 
SPOT WELDED (28 POINTS) 

ALL ROUNDED CORNERS 
2 BOTTOM REINFORCEMENT ANGLES 
CONSTRUCTED FOR STACKING 
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— says Banner Iron Works, referring to the sand con- 


ditioning system they designed, built and installed in 
1943, under the very able direction of Mr. W. E. Illig 
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e Jilustrated here is the No. 2 Simpson Mixer referred to as the “heart” of 
the sand conditioning system at the Banner Iron Works foundry, which has 


now had 312 years of continuous operation without shut-down 


ATIONAL ENGINEERING COMPANY 


608 MACHINERY HALL BLDG. °* CHICAGO 6, ILLINOIS 


Manufacturers and Selling Agents for Continental European Countries—-The George Fischer Steel & tron Works, Schaffhausen, 
Switzerland. For the British Possessions, Excluding Canada and Australia— August's Limited, Halifax, England. For Canada 
Dominion Engineering Co., Ltd., Montreal, Canada. For Australia and New Zealand Gibson, Battle & Co., Pty., Ltd. Sydney, Australia 

















CONVERTERS... 





TO MELT? 


Each year brings noteworthy improvements 
in foundry melting practices and methods. To- 
day, foundries are using cupolas, converters, 
electric and other types of furnaces— singly 
or in combination— depending on the desired 
analysis, production volume, and numerous 


other factors. 


To establish a better melting procedure for 
your special needs, consult practical Whiting 
foundrymen who have been at the forefront 
of important foundry developments for more 


than 60 years. 


Their experience can point the way to im- 
provements based on successfully operating 
are up-to-date on latest 
And 


because Whiting 


installations. They 


methods and procedures. their recom- 


mendations are unbiased 


furnishes all types of melting equipment. 


WHICH ISTHE 


best Wey 






<— 


CRADLE FURNACES... 


wn 


GORPOGRATIGON 


15607 Lathrop Avenue, Harvey, Illinois 


7 ba 





Offices in Chicago, Cincinnati, Detroit, Los Angeles, New York, 
Philadelphia, Pittsburgh, St. Louis, San Francisco. Agents in 
other prineipal cities. Canadian Subsidiary: Whiting Corporation 
(Canada) Ltd., Toronto, Ontario, Export Department: 30 Church 
St., New York 7, N. Y. 
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AIR FURNACES.. 


1948 














builds a 


complete line of 


melting and holding furnaces... 


electric 









For further information request: 


Bulletin 550 covering the complete Fisher line 

Bulletin 28A “Simplex Metal Melting and Refining Furnace 

Bulletin 57A “Fisher Motorized and Hydraulic Tilting Furnaces 

Bulletin 101A “Fisher Melting Furnaces for White Metals” 

Bulletin 300A “Fisher Aluminum Melting Furnaces 

Bulletin 400 “Hand Tilting Crucible Melting Furnac: 

Bulletin 500 “Fisher Magnesium Melting Holding and Alloving 
Furnaces 

Bulletin 510 “Lindberg-Fisher Electric Induction Melting and 
Holding Furnaces” 
















* 


Lindberg-Fisher electric 
induction melting and 
holding furnace. For 
aluminum and other non 
ferrcus alloys. 















Oren flame furnace. Oil 
or gas fired. Capaciiies up 
to 40,000 Ibs. brass 





Hand Tilting Crucible 
Furnace Gas or oil fired. 
For brass, bronze, 







vellow brass, copper- 
nickel allovs. Capacity 
40 to 400 crucible. 
















qos pot melting and 
holding furnace. Gas, oil, 
or electrically heated. 
For aluminum, tin, lead, 
zinc, kirksite, and other 
low melting alloys. 
Capacity to 3000 Ibs. 

aluminum, or equivalent. 


Hydraulic (or motor) 
Tilting Crucible Furnace. 
Oil or gas fired. For brass, 
bronze, aluminum, 
magnesium and rare 
metals. Capacities 
60 to ©1000 crucible. 






















4 Aluminum diecasting 


furnace. Oil or gas fired 
For ladling. Crucible 
250 to 1000 





sizes 








Floor Mounted crucible 
furnace. Gas or Oil fired 





For copper brass bronze, 
copper nickel alloys, 
aluminum and other non 








ferrous alloys. Capacity » 
20to © 400 crucible, 








Lindberg-Fisher electric 
induction melting furnace. 
For aluminum and other 
non ferrous alloys. 





men 
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A DIVISION OF LINDBERG ENGINEERING CO. 
2453 WEST HUBBARD STREET ¢ CHICAGO 12, ILLINOIS 
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Reduce Production 
Difficulties with 
Smith L-0 Core Oil 


THE TOP-QUALITY OIL! 


With Smith L-O Core Oil on the 
job, you will find a noticeable reduc- 
tion of core blows, smoke and gas 
formations, and defective castings. 
The virtual elimination of these foun- 
dry trouble-makers is attributed to 
two important factors. (1) Smith 
L-O Core Oil is made only from 
top-quality ingredients, and (2) it 
is the only core oil processed by the 
Dow-Therm method of heat control. 
The combination of these factors 
gives end results which assure greater 
workability of sand, superior bind- 
ing strength, and more accurately 
shaped cores. 

Smith L-O Core Oil is graded to suit 
the type of metal and sand used... 
special mixes can also be made 
up to meet specific needs. Order 
your requirements from the supplier 
nearest you. 


Sonithe vo) Core Ce 


WAREHOUSE STOCKS 
AVAILABLE 
In The Following Cities 











Foundry Service Co. 
Birmingham, Alabama 


@ E.R. Frost Co. 
Minneapolis, Minnesota 


@ Hill & Griffith 







Chicago, IIlinois 





@ Frank C. Maley 
Detroit 





Michigan 










W nN. Holmes 
Tomkins Tidewater Terminal 


South Kearny, New Jersey 







@ Malcolm G. stevens 
Arlington, Mass. 


e M. W. Warren Coke Co. 
St. Louis, Missouri 









@ Western Foundry Sand Co. 
Washinaton 





eattle 










Western Industrial Supply Co 
Portland 14, Oregon 






SMITH OIL & REFINING 





CORE WASH 


INDUSTRIAL OILS DIVISION . 














R DIP LIQUID PARTING 


oat o 


ROCKFORD, ILLINOIS 
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Au Stroman Furnaces are 
designed and built to “take it” . 
































Py 


| a 
‘4 


first before buying! 





deliver melt after melt with speed, efficiency and 





economy. They are the furnaces that you should consider 


STROMAN MECHANICAL TILT CRUCIBLE 
MELTING FURNACES 
For Brass, Bronze, Aluminum and other Non-Ferrous Metals 
Capacity from 125 to No. 400 Crucible 


Featuring the famous Stationary Lip Pour. Excellent for Foundry, Permanent 
Mold or Die Casting Plants. Sturdiest Construction . and lowest fuel cost 
with either oil or gas tire 





STROMAN MANUAL TILT 
CRUCIBLE MELTING FURNACES 


For Brass, Bronze, Aluminum 
Designed for utmost production and longest crucible te. Is so easy 
to operate and very economical Oil or Gas Fire ipacities from 


No. 30 to No. 500 Crucible 


STROMAN CRUCIBLE 
STATIONARY MELTING FURNACES 


For Brass, Bronze, Aluminum and other Non-Ferrous Metals 


' YL >» os Sturdy efficient and featuring the Stroma Push-t k Lover These 
7 


furnaces will handle a maximum duct ' jm time O 


f pr 
or Gas Fire. Capacities No. 20 to 400 Cr 








STROMAN COMBINATION STROMAN IRON POT 
BLOWER AND OIL PUMP STATIONARY MELTING 
UNITS FURNACES 






























Deliver air as well as fue t These fur ghly recom 
burners. Blower and oil pump arse mended as break down furnaces 
operated by one motor ts t 4 c 1 A D Cast 
with all safety codes Stroman Sa cee Pia oh see My wei cp 
also makes all types of centrifuga ti 185 ie 4 i. t life a c 
Blowers for Industrial Use Send west fuel sts. Oil or gas fire 
for Bulletin No. 300 for form Capacities from 212 to 14,00 


tion 








TROMAN FURNACE & ENGINEERING Co. 


DIVISION OF 


THE PETERSEN OVEN CO. 300 W. ADAMS ST. ei Ler .\cie) 
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ferlin$** ” 
CORE TRUCKS a! ‘ 
Other Sterling Products: é 
, / ROLLED STEEL 
WHEELBARROWS of? / CHANNEL FLASKS 
ngs: WHEELBARROWS 
FLASK PIN WRENCHES 
HARDENED STEEL 
BUSHINGS 
STUB PINS 
ene F COLLAR BUSHINGS 
STEEL CORE PLATES 
STEEL BOTTOM BOARDS 
BANDS AND UPSETS 
HARDWOOD FOUNDRY ‘ 


WEDGES 
CORE TRUCKS 
HEAVY DUTY CARTS 


HEAVY DUTY 
CASTING TRUCKS 


EXTRA HEAVY 
DUTY TRUCKS 


CASTING CARTS 
CHARGING CARTS 
SLAG BUGGIES 
FOUNDRY CARTS 


FLASKS 





No matter which way you turn in a modernly equipped foundry you're very apt to see one or more 
STERLING products. For STERLING has dedicated its facilities to the making of efficient foundry 
flasks and accessories . . . equipment that is built to endure and that makes your foundry work less 
strenuous. From the multi-sized flasks in the foundry to the core trucks in the core room STERLINGS 
can be found speeding up the job and lowering production costs. More than 4,000 American foundries 
are STERLING customers. For your foundry needs, look to STERLING. 





FOUNDRY 
FLASKS 


STERLING WHEELBARROW COMPANY e Milwaukee 14, Wis., U.S.A. 
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For lower operating costs, line your 





furnace with B&W Refractories 


Minimizing maintenance and 
providing continuously superior 
performance are just two of the 
many ways B&W Refractories 
cut operating costs in all types 
of industrial furnaces—large or 
small. 


In large malleableizing furnaces 
of the type shown above, the 
same B&W Refractories—after 
ll years of continuous opera- 
tion with high CO atmospheres 
—are still providing outstand- 


R-291 


B&W REFRACTORIES PRODUCTS 


B&W JUNIOR FIREBRICK 
B&W 80 GLASS TANK BLOCKS * B&W INSULATING FIREBRICK 
B&W REFRACTORY CASTABLES, PLASTICS AND MORTARS 


B&W 80 FIREBRICK * 


OTHER B&W PRODUCTS 


Stationary & Marine Boilers and Component Equipment 
. Seamless & Welded Tubes.. 


Chemical Recovery Units 
Fuel Burning Equipment. . 
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. Pressure Vessels. . 


ing service, despite the added 
strain placed on them during 
the rigorous war years. 


In small laboratory furnaces, ac- 
curate temperature control and 
the ability to perform precise 
pilot operations which can later 
be duplicated—are essential fac- 
tors in holding down overall 
costs. Because of their superior 
insulating qualities, B&W Insu- 
lating Firebrick are widely used 
for this precision work. 


Photos courtesy Surface Combustion Corp» 





Your local B&W : iiaeaaeiaieian 
will be glad to show how the use of 
B&W Refractories may be profitable 
in your furnace—large or small. 





. Pulverizers 
. Alloy Castings 


PABCOCK 
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Gardner-Denver 
HA ¢ ‘ompressor 









_ oR THIS..- 









. Gardner-Denver 
t Tank-Mounted 


Compressor 


You’re Sure of Gardner-Denver 


Whether you buy the smallest com- 
pressor in the Gardner-Denver line—or 
the biggest—you can be sure of getting 
experienced, readily available service 
from Gardner-Denver branches located 
throughout the country. 

For just as Gardner-Denver quality 
is the same in small products or large— 
so Gardner-Denver service is a part of 
every Gardner-Denver sale. 

Gardner-Denver field engineers will 
gladly consult with you on the choice of 








a compressor for your plant—and will 
carefully survey your requirements to 
make certain that the compressor you 
buy will give you the highest measure of 
efficiency, without waste. Gardner- 
Denver branches carry stocks of spare 
parts which are readily available if your 
Gardner-Denver compressor should ever 
need them. 

When you buy from Gardner-Denver, 
you buy more than a product—you buy 
a continuing interest in your satisfaction. 


For complete information, write Gardner-Denver Company, Quincy, Illinois. 


GARDNER-DENVER :::.::: 
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GRINDS WELDS AT HALF THE COST 


HIS manufacturer of road construction 

equipment was using a 3700 R.P.M. uni- 
versal electric 6” grinder to grind welds flush 
for mounting parts. “Why so slow?” inquired 
the Rotor Application Engineer. They had air 
supply so he recommended a 6000 R.P.M. 
Rotor Air 6” grinder. Results: 


Doubles output due to higher speed of Rotor 
grinder. Cuts grinding cost in half. 





February, 1948 


Improves working conditions because Rotor 
grinder weighs 7 lbs. less than former electric 
grinder... is easier to handle. New tool keeps 


cool o « « CUTS operator fatigue. 


Find out about similar possibilities for your 


production! 


R O’TOOL 
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PRECISION PATTERN... 
meant a BUFFALO PATTERN 


Yes, through the fifty-five year history of this organization, its one objective has 
been — perfection in pattern making. 


That's why blue book names in industry always associate the term ‘Precision Pat- 
tern'’ with Buffalo Pattern Works. 


This hallmark, ‘Precision Pattern,’’ carries with it an important responsibility. Every 
pattern worthy of the name Buffalo Precision Pattern is dimensionally accurate to 
your strictest requirements, to eliminate needless machining of castings . . . and 
every Buffalo Precision Pattern is structurally sound .. . designed for high produc- 
tion of castings, at lowest cost. We invite your most intricate pattern problems! 
34 Write, wire or phone Riverside 3512. 


Remember, PRECISION PATTERN means 
a BUFFALO PATTERN fo the Nation’s 
top Automotive, Aircraft, Diesel Engine 


and Farm Implement Manufacturers s, 








mms 69 Seles 


BUFFALO PATTERN WORKS: (‘330 Hertel ave. 


THE PRECISION PATTERN MAKERS SINCE 1893 BUFFALO 16, N. Y. 


“x 
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What are your 


competitors doing 





about shortages? 


A whale of a lot of them have converted to Kaiser 
Aluminum... and are staying converted. 


But don't take our word for it. Read a few of their 
quotes, as reported by our men in the field. 





2. APPLIANCE MANUFACTURERS SAID: 


“Nobody had to sell us on aluminum having plenty 

of customer appeal, but we were afraid of the cost. 
| However, we found that on a unit cost basis, alu- 

minum is just as cheap or cheaper than any other 
t metal. Besides, we saved money on handling and 
shipping. We ve converted to Kaiser Aluminum for 
| keeps.” 





{ 
j 
j 


[UMIRU 


A. 
a Permanente Metals product 


{ 





PERMANENTE PRODUCTS COMPANY, KALSER BUILDING. 
a seattle * Oakland « Los Angeles * Dallas * Wichita * Kansas City 


Cincinnati * Cleveland « Detroit * Boston ¢ Buffalo * 
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I] 


OAKLAND 


St. Louis ¢ Atl 







T. STOVE MANUFACTURERS SAID: 


“When we converted to sheet aluminum for our 


cas range eriddles, we were afraid consumers 
would object to its lichtness. Turned out they pre- 
ferred it because it’s a better heat conductor and 
has a fine appearance. That’s why we're sticking 


with Kaiser Aluminum.” 





3 MANUFACTURERS OF HEATING AND VENTILATING EQUIPMENT SAID: 


“When we switched to Kaiser Aluminum, our work- 
ers were enthusiastic. They liked its lightness, its 
cleanness, and above all. its workability. What's 
more, our customers found aluminum duct work fat 
more eflicient. We wouldi't think of changing back.” 


What about you? 


Why wait when there's a Kaiser Aluminum al- 
loy to meet almost every type of manufacturing 
operation? Why not join the more than 1,000 
manufacturers who today are making more than 
600 different products out of Kaiser Aluminum? 


Simply call in a Permanente Metals’ sales engi- 


neer and we II be on the job, for you! 


York City * Philadelphia * Washington, D. C. 





12, CALIFORNIA ... WITH OFFICES IN: 
* Minneapolis * Milwaukee * Chicago 








DESPATCH GAS HEATERS, direct-fired and 
equipped with atmospheric burners for 800 
BTU mixed gas, are mounted on top of ovens. 
Powerful Despatch high volume fans (6000 
CFM each) drive heated air down ducts, and 
uniformly through oven chambers. Recirculat- 
ing ducts are in ceiling. Automatic heat con- 
trols (indicating type) and safety systems, 
including sirens. 

The Coremakers Co. specializes in supply- 
ing cores to foundries within a 200-mile 
radius of Chicago. 








WRITE TODAY FOR 
BULLETINS 30-31-32 


16 


DESPATCH 








Two Huge 1,000,000 BTU Gas Heaters Allov 
2500 


Continuous Baking, 


Efficient use of huge gas heaters 
for mass production of cores really 
pays dividends in this ultra-mod- 
ern core room at the Coremakers 
Company. The core room is 
planned around two fast-baking 
DesPpaTcH Ovens, each equipped 
with a high-capacity gas-fired 
heater. These two small 
produce as many or more cores 
than many conveyorized ovens. 

Each oven, equipped with a 
1,000,000 BTU DerspatcHu gas 
heater, handles over twice the 
normal heat input provided on 
most core ovens. Together, they 
bake 20,000 Ibs. of cores in 8 
hours—cores which vary in size 
from 1 oz. to 300 lbs. 

Using only 5!.’x39’, the ovens 
are designed to save floorspace 
and allow easy, straight-line han- 
dling. They accommodate 8 ad- 


ovens 





Ibs. Hot 


justable-shelved trucks at tne 
same time—two in each double 
compartment. Each section is a 
semi-independent unit with its 
own separate doors, one at each 
end. 

Cores are arranged on trucks 
according to size, baked at 450 
F., from 10 to 180 minutes, then 
unloaded through door on oppo- 
site side, leaving room for a new 
truckload. This permits continu- 
ous baking of large and small cores 

.avoids “‘backtracking’’... saves 
labor . . . speeds production. 

THIS INSTALLATION is a 
typical DESPATCH service. DEs- 
PATCH designs, builds, installs in- 
dustrial ovens for finishing and 
drying. Resident engineers in 
all principal cities are ready to 
serve you. 


per 


Use Despatch Coremaster 


Ovens for Coremakers 


DESPATCH OVEN COMPANY 


623 S.E. 8th St. + Minneapolis 14, Minn. 










Offices in All 
Principal Cities 
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behind tough 
drilling bits 





INTERNATIONAL GRAPHITE 
ELECTRODES 


4 I } Drilling oil wells through rock formations at high speed calls for rotary 
cone bits with high strength and maximum resistance to hard, abrasive 


wear. That’s why they are made of tough, hard, high alloy steels. 








+ 


Makers of electric furnace steels for rotary bits 
as well as for pulley blocks, draw works, and 
many other oil field accessories depend on 
International Graphite Electrodes as an essential 
factor to uniform quality steel. And they have 
found, in actual electric furnace operation under 


a wide range of production requirements, that 


Specify INTERNATIONAL Graphite Electrodes 
for—Slow consumption—High current capacity— 
Low rate of oxidation—High thermal conduc- 
tivity—High degree of purity—Consistently uni- 
form properties and dimensions—Low cost per 
ton of production. 


<{{ Rs 
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International Electrodes have what it takes to 
make the steels that can “take it’—right physical, 
electrical and chemical properties in the right 
combination for their exacting needs. Write 
today for your vest pocket edition of the Inter- 


national Engineering Data Book. 


6p 3224 


International 


Graphite & 


Da Crae xeye Com @reup) 


SAINT MARYS. PA 
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THERE’S MORE THAN | 


MEETS THE EYE... 








Oo ta Schauible 
gouudry Dust Collection System... 


The photograph shows two Schneible Multi- Wash Collectors, overhead, serving abrasive blast cleaning and 
grinders. You can see the cleanliness of the department which permits location of the following sizing and 
straightening press operation without separating walls; you can see the wide open sweep through the foundry 
with no complicated network of pipes and plenty of head room and floor space. 


9 (2 4 
Y Ca (aa 
dust and contamination to the collectors or the centralized 


Velocitrap that eliminates individual drop out boxes and 


See the under-floor exhaust system whisking 


requires only periodic emptying. 


“a 


Maa (“aac 
the collectors as the contcminated air whirls up through the 
impingement stages and into turbulent contact with the gravity 
fed wash water. All dust, odor, and fumes are flooded out 
for easy disposal. There are no moving parts to wear or clog 

.. and the exhaust fan is on the clean air side for maximum 
service life. Ductwork can be connected to any side and to as 
many inlets as required to eliminate concentration in one 


Sece the vibration-free, positive action within 


header. 








2827 Twenty-Fifth St. 
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-, Caat See the “closed circuit” system whereby all 
material flows as disposable sludge from the bottom of the 
collector to a Schneible Dewatering System so that water is 
reclaimed for re-use. 


“a 


Cant € the constant volume of air being moved 
with a very minimum expenditure of horsepower and minimum 
maintenance and care that gives you, at lowest possible cost, 
a clean, safe place for men to work. 


I, 


You Caat See the more than 30 years of engineering 
experience that gives Schneible the ‘know how” to solve any 
foundry dust collection problem with a system that can be 
installed without disrupting present plant layout or production 

..@ system that has, in every type of foundry, stood the 
test of time. 


You Can Seethe results when a Schneible Dust Collecting System brings you a 
dust; odor; and fume-free foundry, and you watch production figures jump and 
costs drop. Send for Bulletin 47, ‘‘Schneible in the Foundry Industry.” 


Engine ering 
Representatives 
in Principal 


CLAUDE B. SCHNEIBLE CO. Cities 





Detroit 16, Mich. 


GUID. vero 
wetimatt COMPACT 
toulrpmint 


or 
DUST COLLECTION 
aesoaerrion 


COMOTNSATION 
AWD TimPieatual 
siouction 
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Jucrease Production 


with the 
ROTOPLANE Site * RED §iiitors 
ROTOPLANE SPEED SIETER 


The ROTOPLANE Speed Sifter is an improved sand riddle of 
much greater capacity and much longer life. One size and type 
serves all purposes in the foundry —does all your sifting more 
quickly and economically. 

It is easily handled by one man, weighs approx. 90 lbs., is 
62 in. high overall. The one-piece frame of tough aluminum alloy 
makes for a remarkably effective vibration. Its smooth, free, rotary 
action vastly increases bearing life; all bearings grease packed. All 
mechanism of the ROTOPLANE is completely enclosed—no bear- 
ings or activating parts of any kind exposed to dust and grit. 

The Quick-Change Sieves are instantly interchangeable, mounted 
in smooth, flat steel ferrule, with 20-inch diameter clear sifting 
area. No jagged edges to tear workers’ hands, no storage problem. 


: f. o. b. Chicago — complete with cable, safety 
, ground wire. Standard 1/3 h.p. motor, 110 
4 @ volt, 60 cycle, single phase. 


: UNIVERSAL FREE-WHEELING model equipped with motor as 
Se aso + ack S Oe Sie eae eater eae CAS & oe . - $195.00 



























RED ELECTRIC VIBRATORS 
>a ~ 


True-to-pattern castings make satisfied customers... mcre 
repeat business. Increase your production and castings quality 
with RED Electric Vibrators. Sturdy, dustproof, lowest operat- 
ing cost (electricity does not freeze). Unequaled for consistent 
year-’round results in foundries all over the world. 


All Prices f.o.b. Chicago) 





No. 1—Light match plate work..................... $12.00 
No. 2—Medium match plate work................... 15.60 
No. 5—Heavy match plate, tub and bench work ...... 20.40 
No. 9—Machine and heavier work.................. 28.80 


Third (ground) wire per U. S. Govt. code—furnished with No. 9 at no extra 
cost; $1.20 extra wilh Nos. 1, 2 and 5 vibrators. 


KNEE SWITCHES for operating Red Electric Vibrators: 
Single pole $3.60, Double pole $4.80. 


FOUNDRY SUPPLIES MANUFACTURING CO. 
2221 Orchard Street Chicago, Illinois 


CABLE ADDRESS: “‘ROTOPLANE CHICAGO” 
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| SANDCUTTER’S 


WHIRLING BLADES.... 


help beat the cost spiral 


=~ 


With the cost of materials and manpower steadily mounting, there is but one 
opportunity left for the foundryman to keep his production costs down. The answer is found in 
machinery and production methods that will make it possible to pro- 
duce more castings . . . better castings . . . or the same number of castings in less time. 
The American Sandcutter does all three. It takes only one man to operate a Sandcutter. It cuts 
the sand right on the molding floor. There is no hand shoveling or carrying of the sand. 
The Sandcutter cuts through every particle of sand again and again, breaking up all lumps and evenly 
distributing the bond and moisture. No lump or particle can escape the whirling blades. 
The sand is thoroughly mixed, aerated and cooled as it is thrown into the air and tossed from 
side to side. It is loose, soft, fluffy and cool. It riddles fast, rams easily and vents perfectly. 
Because the Sandcutter conditions the sand so thoroughly, molders can put up more molds 
per day. The uniformity of the sand makes uniform castings. And, due 
to the speed and simplicity of operation of the Sandcutter, the cost of conditioning 


the sand per floor is extremely low. You can keep your costs down .. . with a Sandcutter. 


Write for literature on any 


ot 2 
of these four Sandcutter i: A mertcan 
eae Ee Sane: Clee WHEELABRATOR & EQUIPMENT CORP. 


Pegi preauake een RY EQUIPMENT CO 
FORMERLY AMERICAN FOUND L 
AA and M); Heavy floors 


(Model K 505 S. Byrkit St. Mishawaka 2, Indiana 
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Bu HEATS, uniform melting conditions, better 
quality iron, and a lot of other advantages 
have been directly traced to the control of air by 
weight in the cupola 


This is easy to understand, if you stop to con- 
sider that the weight of oxygen consumed, rather 
than apparent air volume, is the prime factor in 


producing uniform cupola conditions. 


With Foxboro Air-Weight Controllers which auto- 
matically control the weight of air, you don't have 
to worry about cold iron, or pigging or oxidizing of 
iron, when the weather changes...or when air 
blast temperature varies. Check this with any of 
the hundreds of foundries where Foxboro Air- 
Weight Controllers have been installed. You'll find 
that the most efficient and economical conditions 
have become their standard operating conditions. 


Write for Bulletin 268-2 containing full details of 
this easily-installed production booster. Ask for 
names of users in your vicinity. The Foxboro 
Company, 32 Neponset Avenue, Foxboro, Mass., 
U.S. A. Branches in principal cities. 











You'll get 
Better Heats IF 
You Weigh Air 


f'< 


7 
i, 










. : a ; “ss : 
» E ~, . “ he , 
= . Be Ram same 
Simple Foxboro Air-Weight Controller installations like 
this, increase output and improve quality 


REDUCING 
RB VAcve 


AiR 
FILTER 


AIR 
We 
™SUPPLY 
» 

INSULATED 
RCUL ATING 
AIR LINES DIAPHRAGM 

“+ MOTOR 


OPTIONAL INLET 
SECTION 


Foxboro Air-Weight Controller is easily adapted to positive dis- 
placement blower, or to centrifugal blower (as in diagram above 


1 20).0., 0) OM MIMO IOUT 


REG. U.S. PAT. OFF. 
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What Jeffrey Makes 


MOLD CONVEYORS PRODDLE MIXERS 

FLASK FILLERS SCREENS 

AERATORS BIN VALUES 

SANDITIONERS CONVEYORS 
BUCKET ELEVATORS 


ESTABLISHED 1877 
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the grinding job 












Rough grinding to remove surface imperfec- 
tions from large steel castings with a Fox 
Swing Frame Grinder operating at 9,500 
surface feet per minute. This is a production 
grinding operation requiring heavy, fast 
stock removal. For maximum production at 
low cost, long efficient wheel life is essential. 


she wheel 







Borolon —Electrolon 


ALUMINUM OXIDE SILICON CARBIDE 


SIMONDS 


ya -¥-9-0-3h A a on oe 


Borolon resinoid bonded A126-S7-BI, 
size 24” x 3” x 12” with Red Streak 


Flanges. Embedded into sides around 






center hole and lining a portion of it, 


these patented flanges give better 











PHILADELPHIA, PA. 


Grinding Wheels 


Complete line includes 


spindle fit (steel against steel); truer 





running; better balonce; longer life. 


With no abrasive wear on machine 







parts, grinder maintenance is less. 


every shape and size. 
Abrasive Grains 

Mounted Wheels and Points 
Surfacing Segments 


Bricks and Sticks 





Simonds Abrasive Distributors in all principal 
industrial centers of the U. S. and in many 
foreign countries carry stocks and can advise 
on grinding wheel selection. Write today for 
informative Bulletin ESA-154 on Snagging 
Wheels and Red Streak Flanges. Also for name 
of distributor nearest to you. 





~~ ‘ 
SIMONDS 


 lssnasive Se O..iiy control has characterized Simonds Abrasive Company 


products during more than 50 years as a major manufacturer of grinding 






wheels and abrasive products exclusively. This control begins with the 
'SIMONDS abrasive grain produced in modern electric furnaces by Simonds 
ee 4 Canada Abrasive Co., Ltd., and extends to the finished wheels for 


all types of grinding from roughing to precision finishing. This means 


ge ge consistently high wheel performance on every grinding job. 








SIMONDS ABRASIVE COMPANY, PHILADELPHIA 37, PA. © DISTRIBUTORS IN ALL PRINCIPAL CITIES 
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Safety Retainer ‘ Chipping Hemmer 
Chipping Hammer 
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} 
/ ps ¢ 
- are made in a 
/ atic Tools are 
a Dallett Pneume 
° ‘ 9 2 a 
Hammer f sizes and designs for many 
Write for | number Ol ; 
a P Pneumatic = a valve and valveless type, 
PP cao Chisel Bulletin specific USES - ++ °° 
- nterchangeable Ne No. F200 ae tl handle control: 
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a Bulletin No. F300 
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| THE DALLETT COMPANY 


MASCHER AT LIPPINCOTT STREET, PHILADELPHIA 33, PA. 


Manufacturers of Pneumatic Tools and Accessories 


. DISTRIBUTORS in principal cities throughout the 
United States, Canada, Europe and South America. 


uo 
a 
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“PROVE MORE DEPENDABLE...MORE ECONOMICAL...” 


OOO CXRAA AAA eee AK WA pe ee KA) CXXY Vy, 
OO Og OO AX) (X) Ny E 





H. S. GULICK of The New York Air Brake Company 








; 1 
says has been in operation eee ge es 
en ha , ; week... I 
"Our oman Tower OV , n days per 
Our Colem y-four hours per a. orm — rrupted operation. 
wenty to twenty- : + nder uninte 
twenty its dependability ¥ 
-tqinly proves +‘ © : ecause 
certalniy ; ; sment becat 
4 oven tenders prefer this a an cores come 
Coremakers rage t exposure and the fact oe i fumes 
cin 7 sssened neat — nae fron smoke ar er 
reset ‘ "tl unloading position free trom 
through tne . F tant cores are 
+he resultan 
scause tne tf . 
w -efer the Tower Oven becau equipment we have 
e preter *\™ ‘th any other equip! ee 
: ani formly baked than with any = less and, our en Lre 
ee. ee d hence our spoilage 1S it-- 
sye©r used, ana, 4* ' " 
ye ,stion is more economical. 
operatsves “ ‘ 
Hundreds of other foundries have also increased PERFECT BAKING: The Coleman heating system | 
coreroom production at lowered cost with produces perfectly baked cores with unusual 
Coleman Tower Ovens. Here’s why: speed. Eliminates rejects and make-overs. 
PATENTED OPEN CENTER: Provides close, efficient RECUPERATIVE COOLING SYSTEM: Cores are 
grouping of coremakers around the oven. The “smoked off” and cooled before they reach the 
exclusive 3-way loading feature increases unloading station, making for better working 
accessibility 300% over ordinary vertical oven conditions. The heat recovered from the cores is 
designs. Cuts carry time...increases productivity. used over again, resulting in large fuel savings. 





AMAZING FLOOR SAVING: The elimination of 
racks, aisleways, and large working space 
required by batch ovens permits saving up to 
75% in floor area. Less space... greater output. 





WRITE TODAY FOR FOLIO OF BULLETINS 








*Trademark Reg. U.S. Pat. Of 


COLEMAN TOWER OVENS ARE AVAILABLE IN A WIDE RANGE OF SIZES AND CAPACITIES FOR VARIOUS 
PRODUCTION NEEDS, ASSURING DEPENDABLE PERFORMANCE AT LOWEST POSSIBLE COST 


COLI 
AVA 


The FOUNDRY EQUIPMENT) °& 


CLEVELAND 13, OHIO, U.S.A. * 








WORLD’S OLDEST AND LARGEST FOUNDRY OVEN SPECIALISTS 
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THERE ARE MANY OTHER TYPES OF COLEMAN OVENS 
SUITED TO THE CORE BAKING AND MOLD DRYING 
REQUIREMENTS EXISTING IN YOUR OWN FOUNDRY 














4 
; 
& . P 
x ‘ ‘ : 
a. ae — Fabio ditt 
5 Ba tee OLS ce 


COLEMAN ROLLING DRAWER OVENS 
For small and medium cores. High-speed 
production with limited floor space. 











COLEMAN TRANSRACK OVENS 
For use with portable racks to reduce handling 
labor. Very efficient where ample floor space 
is available. 





A FEW REPRESENTATIVE COLEMAN TOWER OVEN OWNERS 





| 
I 
| 
| 
| 
Landers, Frary and Clark Co H. C. Macauley Foundry Co. MN 
Lynchburg Foundry Co. Singer Manufacturing Co. 1 tae 
Ferro Machine & Foundry Co. Hamilton Foundry & Machine Co. = 7 
Grede Foundries Campbell, Wyant & Cannon Co. 
National Malleable & Steel Cincinnati Milling Machine Co. | 
Castings Company American Steel Foundries | 
West Steel Casting Co. Ohio Steel Foundry Co. | 
Ross-Meehan Foundries Benton Harbor Malleable Industries | 
Eastern Malleable Iron Co. Republic Brass Co. l 
‘ Scovill Manufacturing Co. Kinney Iron Works l 
Minneapolis Moline Power Chicago Malleable Iron Co. ! " rs a 
Implement Company Oberdorfer Foundries Inc. | COLEMAN CAR-TYPE OVENS 
! 


For baking large cores or drying molds. 
pi: et i so ila. Slag a ‘gel in! ls. la Sales ‘nin ell la ks ls I Coleman Car-Type Ovens are used by most 
of the leading producers of heavy castings. 


COLEMAN HEATING SYSTEMS USE THE MOST ECONOMICAL FUEL 
AVAILABLE TO YOU: GAS, OIL, STOKER-COAL, ELECTRICITY, ETC. 













MEMBER 
COMPANY s&s 
BUILDERS OF COLEMAN 38 Iz, 
AND SWARTWOUT OVENS = “Qe 








OVER 9000 SUCCESSFUL INSTALLATIONS 


~] 


uo 
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SS vown-Tme” 
QFE PRovuction Time 


Have a 
SWINDELL 
engineer give 


you the facts. 


SWINDELL-DRESSLER Corporation 


DESIGNERS AND BUILDERS OF MODERN INDUSTRIAL FURNACES 


PITTSBURGH 30, PA. 
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150 minutes 
slashed off 


production time 





Formerly, the Pittsburgh Steel Foundry Co. removed sixty-pound riser pads from 
cast steel locomotive drive wheels by grinding . . . a slow, laborious procedure that 
took 3 hours per wheel. 

Now, using Airco’s modern flame scarfing technique, similar riser pads are 
removed in thirty minutes; thus 150 minutes of grinding time per wheel are elimi- 
nated, castings are ready for finish machining. 

This is another example of the manner in which Airco modern oxyacetylene 
and electric arc methods are helping progressive foundry operators slash production 
time and costs. 

For details of other applications of these two versatile production tools in foundry 
operations, write for a copy of ‘New and Improved Oxyacetylene Methods for Steel 
Foundries”. Address Dept. F-6786, Air Reduction, 60 East 42nd St., New York 17, 
N. Y. In Texas: Magnolia Airco Gas Products Company, Houston 1, Texas. 
Represented Internationally by Airco Export Corporation. 


GiRCO) Air REDUCTION 


Offices in All Principal Cities 


HEADQUARTERS FOR OXYGEN, ACETYLENE AND OTHER GASES CARBIDE...GAS WELDING 
AND CUTTING APPARATUS AND SUPPLIES... ARC WELDERS, ELECTRODES AND ACCESSORIES 
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BETTER FOUNDRY 
EQUIPMENT 


GAST-FREEMAN CORE AND MOLD SPRAYER— this is o 
low-pressure, large jet atomizing sprayer, equipped with an air 
motor. It has a gear driven, paddle agitator for applying any 
type of wash to either green or dry sand molds or cores. It is 
regularly used with silica, naphtha or gasoline, talc and synthe- 
tic washes as well as the graphite or coke based materials, 
Wash is kept in suspension by paddle agitator when sprayer is 
used. Send for the whole story! 





‘ ROSS CORE DRAWER—# you are faced with a manpower 








problem (and who isn’t?), remember that highly skilled labor is 

Phantom View Showing Agitator not required to draw cores on this machine and the more diffi- 
GAST — FREEMAN cult boxes can be drawn just as fast as the easy ones. Many 
core boxes require no rigging at all. The Ross Core Drawer 


CORE AND MOLD SPRAYER 


makes cores come true to size. Write for descriptive folder. 


FREEMAN MULTI-BLADE FOUNDRY MIXER—Here is o 
mixer which has everything built-in as standard equipment, and 
includes many features not even available as accessories on 
other mixers. Send for a new booklet which explains how 
differently this mixer is built and just what you may expect of 
its operation in your plant. 


Note greater number of blades 

















CORE DRAWER 













FREEMAN MULTI-BLADE 
FOUNDRY MIXER 


(Shown without hinged safety grill cover) 


The Freeman Supply Company 


Pattern Shop & Foundry Supplies & Equipment 
Mahogany and Pine Pattern Lumber 


1152 East Broadway TOLEDO 5, OHIO Tel. TAylor 4624 a 
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wHat is OPERATOR CONTROL? 


‘|e 


Wh 


COMPRESSORS - AIR TOOLS - ROCK DRILLS - TURBO BLOWERS - 





OPERATOR CONTROL means gradual or instantaneous 
starting and stopping. 


OPERATOR CONTROL MEANS ACCURACY because it per- 
mits smooth lowering and lifting as slowly or as rapidly as 































desired. 


OPERATOR CONTROL MEANS SAFETY, because it helps 
prevent accidents that might otherwise occur in jerky low- 
ering and hoisting, or in hand lifting. 


OPERATOR CONTROL MEANS ECONOMY because it 
eliminates motion wasted in operating chain blocks, or lift- 
ing by hand. 


In addition to Operator Control, Ingersoll-Rand Over- 
head Air Hoists offer other time and money saving advan- 
tages... increased efficiency and output... tested durability 

. reduced maintenance and operation costs .. . minimum 
operator fatigue. 


Our experienced hoist engineers 
will be glad to help you solve your 
hoist problems. Phone our nearest 
branch office or write for Bulletin 
5020. 


The easily regulated speed and the 
steady power of the Size A Indus- 
trial Air Hoist makes the lowering 
of the cope on the roll-over opera- 
tion a safe, easy job. 











CONDENSERS - CENTRIFUGAL PUMPS - OIL A 
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Hines Medel hr’ 
ALUMINUM POP-OFF FLASK 


for high production on light squeezers 


The LIGHTER WEIGH! 


This illustration of the Hines Model “B’’ Aluminum Pop-Off 
Flask is a good picture of a good product—but many of its im- 
portant points can’t be seen. Some of these points are LIGHI 
WEIGHT, EXTREME DURABILITY, LOW PRICE, UTILITY 
and the fact that it will ELIMINATE SHIFTS. Hines Flasks are 
designed to ‘make the tough jobs easy"’; they set a pattern for 
economical foundry operation. 


FOR BEST RESULTS, USE HINES JACKETS 


THE HINES 


3431 WEST 140th ST. 
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METALLIC FLASKS 


The Hines Model ‘‘A”’ Aluminum Slip Flask is particularly re- 
commended for light squeezer work, pattern casting and for 
trade schools. It is much lighter in weight than the ordinary 
flask, making the molder’s work that much easier. It costs less, 
outlasts other flasks, and reflects credit on an organization that 
has been exclusively a builder of flasks and jackets over a period 


of twenty-five years. 


FLASK 


‘ 
Pa 
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Hines Madel “A” 
ALUMINUM SLIP FLASK 


for light squeezers ... pattern casting ... trade schools 


THEY ALWAYS FIT THE MOLD SNUGLY 








All Hines Flasks 
are fully protected 
by U. S. and Foreign 

Patents 








co. 





CLEVELAND 11, OHIO 

















Write for your copy 
of Catalog 72 
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LOW COST OPERATION 


Actual reports of users prove the Dustube 
measures up to the highest standards of 
dust collector performance. It traps dust 
with nearly 100°; efficiency .. . and does 
it at a remarkably low cost of operation 
and maintenance. Here is point by point 
evidence of Dustube performance: 


Cloth filters are inexpensive... last longer. 
They are never under tension... have no 


abrading cloth-to-metal contact. 


Replacement of the tubes takes only seconds. 
Just one man does the job easily, quickly... 


without tools. 


Inspection is from the clean air side. One 
glance tells tube condition. No parts need 


be removed. 


Dustube traps the finest particles of silica 


dust and others, with almost 100°, efficiency. 


Quick dust removal guaranteed by shaker 
system. Dust falls into hopper . . . cannot 


enter clean air side. 


Measure up the Dustube dust collector 
against any other . .. compare them point 
by point . . . let the facts prove what 
thousands of users know: that Dustube 
is a better investment in terms of efficiency 


and cost-saving performance. 











MeCTECAN 


WHEELABRATOR & EQUIPMENT CORP. 





(FORMERLY AMERICAN FOUNDRY EQUIPMENT CO.) ) U S T C 0 L L E '¢ T 0 - 5 


505 S. Byrkit St., 


Mishawaka 2, Indiana 
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Voluntary Allocations 


Must Be Made To Work 


\ TASHINGTON again is becoming the center of attention for American ~ 


¥ industry. Congress has passed an anti-inflation measure and the Presi- 
dent has issued an administrative order designating certain government 
agencies as having responsibility for developing agreements with industry re- 
lating to priorities, allocations and inventory control. The organizational set- 
up possibly will approach a combination of the almost forgotten NRA and 
the recent WPB, with one important exception. The present law provides for 
voluntary agreements within industries, although all agreements must be ap- 
proved by the attorney general. 

The plan at present will result in development of programs designed 
to further production of certain essential commodities such as farm machinery; 
fertilizer production equipment; electric generating equipment; freight cars; 
mining equipment; petroleum production, refining and transportation equip- 
ment, and some others. Priorities and allocations will provide the additional 
critical materials for these and other programs which may be added later in 
order to produce more commodities and thus break the inflation waves. 

Among agreements to be developed by the Department of Commerce un- 
der the administrative order are those pertaining to iron, steel and other items 
of prime importance to the foundry industry. The Office of Industry Co-opera- 
tion has been established by the Department of Commerce, and the develop- 
ment of the first priorities program, which will control a part of iron and 
steel distribution, was moving forward by mid-January. While the pattern 
for future policies has not entirely jelled, officials of the OIC are of the opinion 
that if future experience reveals a critical situation with regard to components 
used in these production programs, committees will be organized in industries 
manufacturing such components. This would indicate at least a possibility of 
the future appointment of committees in the foundry industry to set up volun- 
tary allocation programs for castings. 

Two factors in the voluntary allocations plan are of extreme importance 
to the foundry industry. If the producers of commodities favored under the 
plan are to be given more of the available critical materials, as for example 
iron and steel, some manufacturers of products not included in the OIC plan 
will get less, unless production of the critical materials can be increased. 
Foundries may encounter the same maldistribution of metallics that resulted 
from priorities for the housing administration in 1946-47. 

But more important is the need for making this voluntary program work. 
With the administration demanding stronger powers for priorities and alloca- 
tions, it is up to industry to do everything possible to make the voluntary 
plan succeed. In time of peace, industry should not be saddled with mandatory 
controls. 


Pinu E Stiiuaheade 


Editor 
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WHAT ABOUT, 


Your 


T IS a very easy matter and, incidentally, a par- 

donable sin for a tradesman to believe that his 
particular craft is the most interesting and the 
most important step in producing a finished manufac- 
tured product. Just listen to a group of craftsmen 
trying to tell each other how indispensable his craft 
is and discussing the latest job which, when com- 
pleted, will be a masterpiece. 

Silly? Not at all. This banter brings out a pride 
in one’s work. This pride produces quality goods and 
is the one factor difficult to inculcate in a trainee, ap- 
prentice or learner. Just another factor in scrap con- 
sideration and the elimination of poor work. Little 
do these beginners realize that the world of tomor- 
row will depend on them for necessary skills or rec- 
ognize the part that pride in their work plays in this 5 
attainment. That well known slogan—‘Craftsman- 
ship a creed—accuracy a law’’—should be kept before 
an apprentice or trainee at all times. 

Yet in fairness to the learner let it be said that the 
blame is not always nor entirely his. If the master 
craftsman who is assisted by the learner in his work 
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tried to pass on to the latter this pride which is so 
much a part of himself; if instead of forever ‘‘beef- 
ing” about the short-comings of his trade, he praised 
it occasionally; and if instead of forever telling the 
“kid” to get into something that has a brighter future, 
pays more money and doesn’t require so much hard 
work, he told him to apply himself diligently, the 
learner would soon acquire that zest and zeal which 
the craftsman has, and at the same time he would 
be happier, more satisfied and easier to live with. 

The boss also carries his share of blame for the 
seeming lack of enthusiasm on the part of some ap- 
prentices. The boss who shows a personal interest 
in the systematic advancement of the learner is still 
in the minority. A word of admiration for a job well 
done; a question about the learner’s progress at 
school or in the shop; or an inquiry as to his am- 
bitions for the future, would do so much toward fur- 
ther and more effective application on the part of the 

irner. The boss should remember that what to him 
is but an incident in a day’s work may be an impor- 
tant event—at the time, seemingly the most impor- 


, A "4 / } / ; MU. j Y, Cleveland 


By FRANK C. CECH 
Cleveland Trade School 


tant event—in the life of the apprentice. Work of a 
nature that increases in difficulty of performance is 
the necessary challenge to develop an apprentice into 
a master craftsman. 

But then add uncertain business cycles of busy and 
slow periods, necessity of prompt deliveries, variance 
in the availability of types of work, keen business 
competition or the lack of it—and the problem of pro- 
ducing good, all-around workmen becomes a dilemma. 

The apprentice, out of fairness to his employer, 
should be made aware of the fact that he needs more 
time to complete a job, he is more prone to make mis- 
takes, he requires more supervision, and consequent- 
ly cannot always receive the consideration that he 
thinks is due him. 

His problem resolves itself into one of obtaining ex- 
perience of a repetitive nature to perfect himself in 
the performance of a job and of receiving experiences 
supplementing those he receives at his place of em- 
ployment. Any number of schools have facilities to 
accomplish such an end. They operate all hours of 
the day. The costs are nominal and in some cases are 
absorbed by industry when regular attendance and 
application is shown by the enrollee. The reading of 
technical books, trade publications and related maga- 


Figs. 1 to 6—Patterns and coreboxes submitted in apprentice patternmaking 
contest. Fig. 7—Winning patterns and coreboxes in local contest conducted 


at Cleveland. 


Fig. 8—Templets used in judging contest entries 


Fig. 9—Sketch from the blueprint for 1947 patternmaking contest of the AFA. 
ow The piece is a cast aluminum hinge. Only major dimensions are shown here 
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zines is made possible by public as well as private 
libraries. Varied experiences promote the acquisition 
of new skills and develop master craftsmen. Con- 
tests held for apprentices, trainees, learners and stu- 
dents, offering such prizes as money, scholarships, 
achievement certificates, etc., are a great help to both 
the trainee and the participating industries. 

The American Foundrymen’s Association has been 
a trail blazer in patternmaking and molding contests. 
The contests give the competing apprentice a chance 
to match skills with fellow apprentices on a national 
scale. These contests we hope are soon to be extend- 
ed to trainees so as to give industries not employing 
apprentices a chance to compete. 

In AFA chapter competitions, local manufacturing 
associations and schools taking part in and promoting 
similar contests make them of local importance. The 
desire to excell in speed comes naturally, the desire 
to excell in skill must be fostered. It is therefore of 
paramount importance to further the contests to 
schools on a lower level than apprentice training. 

An outstanding sponsorship of these contests is 
that of the Foundry and Patternmaking Groups of 
the Associated Industries of Cleveland. It is out- 
standing because the local winners have consistently 
won prizes in most of the annual AFA contests since 
they have started to compete. Also because the type 
of workmanship and varying methods of molding, 
construction, skill and time consumed compare favor- 
ably with those of the national and the recently in- 
cluded Canadian entires. 

The illustration entitled “How Would You Make 
It?” (Fig. 9) is taken from the blueprint for the AFA 
patternmaking contest of 1947. If your apprentice 
did not enter this competition, ask him how he would 
have made it and then have him read this discussion 
for comparison. Were he to take this print to sev- 
eral men employed at the shop where he works he 
would probably receive as many solutions as men con- 






sulted. Since he, as an apprentice, is a helper to all 
of the men employed, his reasoning would be affected 
by associations with each one, consequently his solu- 
tion is a choice of the reasoning or planning methods 
of all and reflects the methods used in the shop as a 
whole. 

A test or contest, to serve its purpose, must be 
both reliable and valid. Contests held in Cleveland 
are reliable because the majority of the judges have 
officiated numerous times before. Any new judges 
who are added are in the minority and are never 
without the capable leadership of the more experi- 
enced judges who pass on their own experiences be- 
fore the judging starts. They are valid because the 
local judging procedures parallel those of the national 
contests. The number of judges who serve on this 
committee outnumber those serving on the national 
committee, consequently they present a better aver- 
age score. A comparison of the local judges’ reasons 
for alloting places to winning patterns with those of 
the national judges has proved satisfactory. 

Fig. 7 shows the winning patterns and coreboxes in 
the local contest. The pattern at the left is a solid 
pattern as far as moldability is concerned. It is of 
excellent workmanship and accurately made, mounted 
in a ram-up block to give the molder a ready parting. 
It is similar to the pattern and ram-up block shown 
in Plate II. 

The pattern to its right is also a solid pattern but 
made with a core that eliminates the ram-up block 
and makes for a simple cope parting plane. The con- 
struction may be compared with that shown in cross 
section on Plate VII. 

At the extreme right of the picture may be seen 
a split pattern with its drag and cope sections lying 
one above the other. Below it is the corebox for this 
job. The pattern and coreboxes were accurately and 
neatly made. The corebox, however, was made with 
the radial section of the core as the open face of the 
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Figs. 10 to 20—Additional pat- 

terns and coreboxes submitted 

by apprentices and discussed in 
the text 


Plates | to IX—Sketches 
of pattern cross sections 
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box. This would necessitate bedding-in to maintain 
the curved face and hence becomes a costly and in- 
efficient process. Plate IV illustrates the type of mold- 
ing. 

The templets used in judging the contest entries 
are shown in Fig. 8. They were accurately machined 
to size and shape under the discerning eyes of contest 
committee chairman Ed Pierie at the Motor Patterns 
Co. The silhouettes formed by the spaces left blank 
in the templets will readily show the reader how some 
of them were used. The checking of patterns and 
castings by templets is highly recommended. When 
they can be used they make possible the checking of 
several dimensions at one time, can be used to make 
comparisons between like jobs and form a lasting ref- 
erence for future use. 

The pattern seen in Fig. 2 is a solid pattern made 
to conform to the blueprint. Little thought has been 
given to its various molding possibilities. Considera- 
tion of moldability was limited to: (a) Inclusion of 
proper contraction (shrinkage per foot) of the speci- 
fied metal for the production of the castings on order; 
(b) Draft to facilitate the pattern removal from the 
mold; (c) A semblance of a parting line that the 
molder must determine blindly after ramming the en- 
tire pattern in the drag and rolling it over. The mold- 
er had the following choices of making the job: 1. 
Molding the pattern in the drag as shown on Plate I 
and twisting the pattern slightly in withdrawing it, 
meanwhile conforming to the flange curvature. 2. 








Figs. 21-22—Casting and patternmaking experts 
shown at Cleveland Trade School judging entries 
in a local apprentice contest 





Coping-out the concave side of the flange; 3. Using 
false cope or sand match when the number of cas 
ings on order warrants it. 

What provisions could be made for a solid patter: 
to improve the moldability ? 

1. Provide a follow board and let the pattern 
roughly to the stem center or build up an accurat 
parting plane. No jobbing pattern shop would stan 
for the latter unless it were specified in the order, b: 
cause of the added expense which could match tl 
cost of the pattern itself. (Plate 1) 

2. Fake the pattern shape on the convex side « 
the flange as per dotted line A on Plate I. This pr 
cedure is at times resorted to in facilitating the mol 
ing. It may eliminate the use of loose pieces an 


+ 


coreboxes. 

3. Make a ram-up block as referred to earlier 1 
the article, as shown on Plate II. The ram-up block 
if used as shown in Plate II, would be parted alons 
line A. The use of a temporary flask upset by th 
molder would result in a parting line along line B an 
would be preferred by some molders because of th 
reduced cope lift. 

Plate III illustrates a pattern which, for workman 
ship and accuracy alone, would have been in the priz 
money. The pattern construction, with the exceptio 
of the thin section of the web, was well planned. Th 
best that can be said of its moldability is that it ca 
be molded. Somewhat of a dare to the molder to s« 
if he can produce a sound casting economically. | 
again brings out the necessity of providing appren 
tices and patternmakers some foundry training 
Foundry theory does not leave as lasting an impres 
sion as does a pattern sticking in the mold or tearins 
up the mold in its drawing. (Please turn to page 228 
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Rts Heat A 


This paper is from the keynote address at the 12th annual meeting of the 
Industrial Hygiene Foundation held at Pittsburgh, Nov. 20. 


HE retirement systems of 

today do a lot of things to 

many of us. With my 61st 
milestone just around the bend 
of the road, the 65th seems 
much too near. Although retire- 
ment may not actually happen 
on that birthday, at such an 
age more and more one thinks 
in terms of retirement, more and 
more one thinks of himself sit- 
ting before the fire looking back 
his work life, 
associates of 


on the years of 
thinking of his 
those years, wondering what has 
happened to this and that plan, 
feeling what a thrill it would be 
to go back and be an important 
part of it all once more. 

I can see myself sitting at 
home, walking in the country, 
lying awake with twinges of 
gout or bursitis; talking with 
some old codger who at least 
willing to listen for a 
while; reviewing our company’s 
recounting 
our failures. 

In my case that review will 
cover 37 years already behind 
me. The long period behind is 
now out of reach; and the period 
of future opportunities seems all 


seems 


successes, some of 


too brief. Such thoughts make 

man all the more anxious to 
give the best he has toward 
making his company a better 


ace for the people who work 
it and for the stockholders 
ho own it. 


Visualizing your period of looking back, you think an 
en more than before in terms of the people with 
know there are still 
t endless ways you can contribute toward their 
And all of us know none of these is more 


hom you have worked. You 


lfare, 


portant than making our 
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companies 


The author is a trustee of the foundation 


By WILLIAM B. GIVEN JR. 


President 


American Brake Shoe Co. 
New York 





safer places in which to work. 

Industrial hygiene has, up to 
recently, been years and years 
behind medicine. That distance 
has been greatly shortened. But 
we in industry are still lagging. 
The Industrial Hygiene Founda- 
tion and you assembled here are 
continually giving us in indus- 
try new tools to use in making 
our plants and offices healthier 
places. Our job is to put them 
to use with high zeal. 

I understand little of the tech- 
nical. I am trying to find better 
ways for us in management to 
emphasize the human side. 

Knowing only one company, I 
must talk about Brake Shoe ex- 
All companies have 
much in common. I would like 
to talk about our company’s 
failures and successes in try- 
ing to progress in making 
each of our plants a better place 
to work. One fact must be ad- 
mitted at the outset—our fail- 
ures have been and still are due 
to management weaknesses, 
whereas our successes have 
come in the main from the med- 
ical department’s successes in 
its fight for proper recognition 
facts, the need for 
medical safeguards. 

Our company is one with 
many small plants—60 of them. 
foundries. The 
In other 


periences. 


of medical 


Forty-two are 
plants are scattered. 


words, the management problems are multiplied to 


unusual 


healthier, 


degree. 


warrant higher cost, 
Also, and even more important, they must be con- 
vineced that the bosses all (Please turn to page 158) 


As an example, 42 foundry 


superintendents must be made dust conscious, and 
must sincerely believe that safer working conditions 


if higher costs are inescapable. 
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IN CLOSE TOLERANCE 


T IS well known to foundrymen that the equip- 
ment and the type of patterns used will have a 
great effect on the ultimate quality of castings 

produced. Especially is this truc in the case of close- 
tolerance work, where every variation in technique 
and material, no matter how slight the difference, 
may produce a different result. 

These variations in castings will increase as 
changes are made from method to method in pro- 
ducing close-tolerance castings, even when modern 
metal equipment is used. As the process departs 
from mechanical operations to hand work—such as 
hand ramming, setting of cores, placing jacket on 
molds made in slip flasks, and the rapping and draw- 
ing of pattern by hand—the differences become ap- 
parent. 

Careful investigation has shown that these varia- 
tions are determinable and are consistent enough so 
that they can be used as an effective guide. (Note: 
The tolerances on small castings are based on using 
slip flask equipment and pouring with metal jackets 
around the mold.) 

In some cases, the accuracy required of the final 
casting may justify a metal or expensive hard-wood 
pattern. However, these investigations have shown 
that generally, when only a small quantity of cast- 
ings is wanted, cheap wood patterns which will give 
up to 50 to 100 castings with reasonable accuracy 
and care in handling, can be used. 

In using wood pattern equipment the variations to 
be expected are increased considerably by the inher- 
ent characteristics of the wood used in their con- 
struction. The wood may easily be bruised and sub- 
jected to continual distortion due to atmospheric con- 
ditions. This makes it impossible to maintain close 
dimensions for any great length of time, and requires 
allowance for clearances in core prints and at the 
joints of cores. 

As an example, in a gray iron foundry producing 
motor and turbine castings, the tolerances would 
probably vary approximately as follows: 

With metal patterns, such as are used for motor 
caps, conduit boxes, etec., within a 6-in. cube in size, 
a variation in thickness of wall of plus or minus 
3/64-in. could probably be expected, and a variation 
of plus or minus 1/32-in. in the height. 

With a dry-sand core, using metal pattern equip- 
ment, the tolerances would probably be slightly 
greater because of the variation caused by the addi- 
tion and setting of a separate core. The wall thick- 
ness in that case would probably vary within plus or 
minus 1/16-in. 

In castings up to 9 in. diameter and 10 in. high, 


using metal patterns without dry sand cores, it has 
been found that the shifting of cope in relation to 
the drag generally gives a variation of plus or minus 
3/64-in. and a difference in thickness on opposite 
sides of castings of 3/32-in. The variation in height 
would generally be on the plus side—minus 1/32-in. 
plus 3/32-in. 

For 9-in. to 15-in. diameter end shields, the shrink 
is generally affected by the complexity of the design, 
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but with a green sand core, the variation in height 
would be within plus or minus 1/32-in., in diam- 
eter the shift of cope with the drag would approxi- 
mate plus or minus 1/16-in., with possible out-of- 
roundness of plus or minu§ 1/32-in. 


Furthermore, it has been found entirely practic- 
able to assume that on castings that are booked, or 
where cores are capped in green sand, and cast steel 
flask, equipment is used, the tolerance for castings 
up to 10 in. diameter and 7 in. in height is approxi- 
mately plus or minus 1/32-in. This allows for shift 
between cope and drag. Height of the casting, as 
made in the flask, would vary from minus 1/32-in. 
to plus 1/16-in. To maintain these tolerances would, 
of course, require care in handling flasks on a con- 
veyor to avoid shifts of the green sand sections in 
relation to the mold. 

It has also been found that the variations can be 
held much closer with the previously mentioned pat- 
tern equipment than if dry sand cores are used, most- 
ly because of the accumulation of variations in core- 
making, core drying and core setting together with 
the resistance to shrinkage of the metal around a 
dry sand core. As compared with the variation in 
setting a dry sand core, the shift is reduced by use 
of the booking process, because of a closer fit of pins 
and bushings and elimination of setting by hand of 
the separate core. 

On larger castings made in relatively small quan- 
tities, patterns and equipment naturally vary from 
that used on large quantity small motor castings. In 
the case of large castings made from wood patterns 
and wood coreboxes, the clearance for loose pieces, 
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the fit of core prints, the clearance of flask pins and 
plates on pattern boards, the pins and bushings on 
flasks, plus the strains and shrinkage experienced in 
molding, all add up to the variations that can be ex- 
pected in the casting. Multi-cored parts are liable 
to separate movement of each core in all directions, 
consequently more allowance for finish is necessary 
to allow for this contingency. Wall thickness on this 
type of casting is usually 7%-in. to 1 in., and will 
probably vary between plus or minus 1/16-in. 

Wall thicknesses may vary even more at times on 
castings with heavier wall thickness than just men- 
tioned, it has been found, because of a number of 
conditions such as build-up on joints, distortion in 
drying or handling if made in a flask, etc. The vari- 
ation, however, is usually on the plus side, and at 
3¢-in. in the vertical directions, where the greater 
build-up will occur. 

Determinable allowances for finishes on larger cast- 
ings vary because of core setting, distortion in cool- 
ing and other reasons; but generally speaking, be- 
ginning with castings approximately 30 in. in either 
direction, an efficient allowance for finish is 3/16-in. 
to 14 in., increasing gradually until it reaches 1-in. 
finish on large castings. Tolerances on height might 
increase from plus or minus 14-in. on the 30 in. cast- 
ings to plus or minus 14-in. on the largest castings. 


Metal Driers Frequently Essential 


It has also been established that metal driers re- 
duce variation and give better surfaces in all cases. 
On small castings where a core is a necessity, metal 
core driers are essential to hold tolerances to a min- 
imum. Metal driers are expensive on larger cores, 
but where there is a question of holding tolerances, 
this expense may be more than justified. 

Wherever possible, solid patterns made to make 
only one type unit and not interchangeable by tak- 
ing out and replacing pieces, have been found to give 
the best results. However, if a small number of cast- 
ings is required, the cost of patterns generally makes 
it desirable to use inserts in order to get certain 
changes on basic castings, such as right- or left-hand 
steam inlets on turbine castings, extractions on vari- 
ous locations, and similar common varieties. 

Another point established is that the variation of 
plus or minus 1/16-in. per foot of size can be ex- 
pected to apply on all castings made from wood pat- 
tern equipment, and on all types of castings that are 
made up with an assembly of cores. Sufficient finish, 
of course, should be allowed to take care of this vari- 
ation. 

The development of modern foundry equipment has 
made it possible to produce great numbers and vari- 
eties of castings to close tolerances. Yet, occasional- 
ly examples are found of the old foundryman’s skill 
along these lines, showing what can be done with 
simple basic equipment. For instance, a cast iron 
door lock was recently removed from a house more 
than 150 years old. Although the parts of the lock 
showed no evidence of machining except for one 
threaded hole holding the two halves together, the 
sections nested snugly into each other. 
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Parting 
Compound: 


APPARENT SPECIFIC GRAVITY TEST 


PARTING 








ARTINGS are used for the purpose indicated by 

the name; that is, to secure a clean part between 

sand and either pattern or corebox, or between 
mold halves themselves. When patterns or coreboxes 
are removed from the sand they must leave, or part 
from, the sand without sticking or pulling chunks of 
sand from core or mold. Similarly if mold halves are 
placed together and subsequently parted again for re- 
pair work, insertion of cores, etc., the parting must 
enable the two parts to separate cleanly. Any ten- 
dency to stick might ruin the mold completely. 

Probably to many foundrymen this appears to pre- 
sent no problem. However, in order to get the most 
for the money spent, to maintain uniform operating 
conditions and minimum scrap, and to eliminate some 
of the unknowns which frequently arise, it is very 
helpful to establish some method of evaluating part- 
ings. 

It is well to remember that even partings from the 
same source do not necessarily have identical proper- 
ties. The presence of impurities may make a differ- 
ence in the treatment of each batch. Other variables 
which may affect final properties are source of mate- 
rial, chemica! composition, particle size, waterproof- 
ing material, and proper heat and mixing time dur- 
ing waterproofing. It is evident, then, that a number 
of different variables may be checked. 

In general there are two types of partings—those 
used for core sand work and those used for green 
sand work. 

Core Sand Partings-—— A good clean part between 
corebox and sand, with an absence of sticking, is es- 
sential, particularly where the draws are deep, such 
as with a core containing thin fins. 

Much of the time it is feasible to mix ingredients in 
the sand which will minimize sticking in the corebox. 
For example, with sand mixes containing dry binders 
such as resin, the addition of fly ash will make the 
sand easier to remove from the corebox. Kerosene is 
often added to oil-sand mixes for the same purpose. 

When additions to the mix do not answer the prob- 
lem, special washes are used for the corebox. One 
such wash is made up as follows: 


Ingredient arts by Weight 
Stearic acid 2 
Carbon tetrachloride 50 
Kerosene 165 


The stearic acid is dissolved in the carbon tetra- 
chloride, and this solution is then added to the kero- 
sene. This material may be used on both metal and 
wood coreboxes. (A little difficulty may be encoun- 
tered if the wood corebox is very old.) The wash 
leaves a film of stearic acid in the coreboxes, thus 
providing a good parting. 

Another method of preventing sand from sticking 
to the corebox is as follows. Shellac box thoroughly 
When dry, wash with weak soap solution and rins¢ 


Figs. 1 and 2—Determining apparent specific gravity 

of parting compound requires only a balance or 

scale, and chemical graduate marked off in cubic 
centimeters 


Fig. 3—Small square bottle used in film testing 
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with cold water. Wipe with dry, soft cloth. To a 
piece of di-glycol-stearate add one pint of water. Agi- 
tate violently until a creamy mix is obtained. Rub 
this into corebox and polish. This is particularly use- 
ful where resin is present as a binder. 

It is still often preferred to omit these washes and 
ise a powdered parting material in the box. One 
parting of this type is lycopodium—a fine, odorless, 
tasteless, yellow powder which will adhere to the 
fingers but exhibit a repulsive force for water. The 
only disadvantages are its high cost 
ind relative unavailability. Its cost 
is a matter of dollars per pound 
rather than cents. Most of it comes 
from Russia, Germany and Switzer- 
land, which accounts for its periodic 
unavailability. 

Lycopodium is an interesting ma- 
terial. It consists of spores of a club 
moss called stag’s horn moss. The 
fact these spores are gathered by 
hand contributes to its high cost and 
relatively small production. Its chem- 
ical composition is roughly 6 per cent 
fat oil, 3 per cent sugar, 1.5 per 
cent gum, and 89.5 per cent pollenin. 
It is used in medicine as a coating for 
pills to keep them from sticking 
together, and as an emetic and 
cathartic. It is so inflammable that 
it flashes with a hissing sound when 
ignited, and so is often used in fire- 
works. 

Substitutes for this exotic and 
costly lycopodium are many, and 
vue successful substitute is made of 
ground walnut shells. Others have 
bases similar to partings used for 
green sands. The only test usually 
applied to such parting is its ability 
to give a clean lift from the sand. However, if a 
number are found to perform satisfactorily, the 
tests under green sand partings may be used to evalu- 
ate their relative merits. 

Because of numerous types of green sand partings 
available, some means of evaluating them should 
he used if full satisfaction is to be obtained. There 
are many excellent partings available and just as 
many which are not satisfactory. 

There are actually two types of green sand part- 
ings: Liquids and powders. Liquid types are usually 
confined to metal patterns. However, even on metal 
patterns some of these liquids cannot be used if the 
pattern has waxed fillets or repairs. The liquid may 
soften the wax and cause sand to adhere to the 

ixed surface, thus resulting in rough casting sur- 

ce. Shellac coating the waxed areas may reduce, 
it will not eliminate, the tendency of sand to adhere 
to such patterns. 

Therefore, it is generally preferred to use a dry 

rting which is applied to each mold. There are 

number of ways of evaluating partings but the 
thor has successfully uced the following ten factors, 
ir of which are determined in the laboratory and 
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six which may be determined in the foundry. All of 
these tests can be made with very inexpensive, readily 
available equipment, and do not require highly skilled 
help. After the list of factors each one is discussed to 
explain its importance. 

The laboratory properties checked are: Color, 
chemical composition, apparent specific gravity, and 
film (water proofing). 

The foundry properties checked are: Outline, blow 
off, lift, swab, lumping in bag, and burning onto 
casting. 

Color is important in determining 
whether the parting will offer good 
color contrast against the sand. If 
the sand is very dark, the parting 
does not have to be too light in color 
to form satisfactory contrast; a peach 
or tan color may be just as acceptable 
as white. However, if the sand is 
fairly light in color a white parting 
may be required to give proper con- 
trast. This property of contrast is 
needed to show whether part of the 
mold has stuck or torn loose. If 
something of this sort has happened 
it. can easily be seen by noting that 
the parting color is broken or dis- 
continuous. The color is also an 
indication of the chemical composition 
(see below). 


t  partine 


Chemical Composition may be im- 
portant since some states frown on 
the use of silica partings due to the 
belief they cause silicosis. One of 
the arguments advanced for the use 
of silica partings is that they are 
amorphous, whereas only crystalline 
silica is considered harmful. Compo- 
sition is also important if metals must 
avoid contamination from certain 
chemicals. Also, the chemical composition has an 
effect on the usage a parting will withstand and its 
waterproofing quality (see later). 

Silica parting compounds are made from silica 
rock and, in contrast to usual silica, are amorphous. 
Their color is usually white or grayish-white. 

Non-silica partings are made from phosphate rocks, 
carbonated limestones and oxides. Phosphates are 
dark, usually brown. Limestones are light colored, 
oxides are white. 

Complete chemical analyses can, of course, be made 
to determine the exact composition of each type of 
parting, but this is lengthy and expensive. Quick 
qualitative tests can be applied, however, which 
will indicate the base of the binder. Those tests are 
as follows: 

(a) Silica is insoluble in water and in all acids 
except hydrofluoric. Fuse the parting with sodium 
carbonate. The soluble carbonates can then be dis- 
solved in water leaving insoluble silica which can be 
dissolved in hydrofluoric acid. 

(b) Phosphates. Dissolve parting in solution of 
molybdate. A yellow (Please turn to page 114) 
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Fig. 1—Old tire molds salvaged 

from the scrap pile, mounted in 

a straight column and welded at 

the joints form the shell of the 
cupola 


Fig. 2—Immediately after the 
castings are poured the core 
molds are picked up by a truck 
and carried out into the yard 


Fig. 3—Molds from a battery of 
molding machines are placed on 
roller conveyors 
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TARTING out in 1889 as a modest addition to 
a small blacksmith shop, an accommodation to 
customers who needed castings as well as forged 
parts, the plant known for many years under the 
title Alten’s Foundry & Machine Works, Lancaster, 
O., has been constantly expanded under the com- 
petent management of the founder, Henry Alten, and 
for the past 36 years under the management of his 
son George H. Alten. Machine shops, plate welding 
and fabrication shops were erected and expanded 
from time to time. Also from time to time, as nec- 
i essity for greater production arose, the floor area of 
the foundry was extended. At present the entire 
plant occupies an area of 117,000 sq ft and the foun- 
dry occupies 41,000 sq ft of this area. The present 
description is confined to the foundry. 

As a result of the gradual growth of the foundry, 
the floor level was not uniform. In a program of 
modernization recently completed, this feature was 
attended to first because the floor level was an im- 
portant factor in deciding position and height of 

foundation piers for machines, columns, conveyor 
lines and cupolas. Material on the highest area to a 
depth of 30 in. was dug up and trucked away to the 
imp. Steel columns supporting the roof beams and 
i new monorail system were installed. The three cupo- 
; temporarily were blocked up while new concrete 
oundations were poured and while cast iron exten- 
sions were bolted to the bottoms of the legs. This was 
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done in preference to lowering the entire cupolas on 
the new foundations—a feature which would have 
involved a lowering of the entire charging floor. The 
extra height also was in anticipation of installing 
mixing ladles in the near future. 

One of the most remarkable features of the entire 
face-lifting program was that production of castings 
continued in the usual volume during the entire 
period. 

Iron for the castings is melted in three cupolas 
lined respectively to 18, 36 and 48 in. The 36-in. 
cupola is used only occasionally for small heats. The 
48-in. cupola is in use practically every day. These 
cupolas are standard type. The third cupola probab- 
ly is the only one of its kind in existence. It was de- 
signed and fabricated on the premises and erected by 
the maintenance crew. Up to the charging floor it is 
constructed of steel plate, and in general appearance 
resembles the others. Above the charging door, as 
shown in Fig. 1, the resemblance ceases. This part of * 
the cupola up to the roof is fabricated from a num- 
ber of cast iron tire molds retrieved from the scrap 
pile. The rings are welded at the joints and the stack 
is lined with brick in the usual manner. 

The small cupola with a single bottom door, and 
with the spout set at an angle of 90 degrees in re- 
lation to the spout on each of the other two cupolas, 
is employed exclusively in melting alloy irons. Some 
of these alloy combinations will be touched upon 
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later. Pig iron, scrap, coke and limestone loaded in 
barrows are lifted in an electrically-operated hydrau- 
lic elevator and deposited on the charging floor which 
serves all three cupolas. Here the materials are 
weighed and then charged into the cupolas by hand. 

Charge for the small cupolas includes 200 lb pig 
iron, cast iron and steel scrap in proportion calcu- 
lated to yield a suitable base iron to which alloys 
may be added at the spout or in the ladle. During 
the last year the making up of charges to meet 
definite specifications has presented a constant prob- 
lem. Of course the situation is not peculiar to this 
or any other district where raw materials are not 
available in sufficient quantity or quality. Where the 
source of supply points to his practically empty yards 
and bins and remarks wearily “Take it or leave it. 
That's all there is. There ain’t no more!”’ 

Remainder of the small cupola charge is 30 lb coke 
and 6 lb limestone. Charge for the large cupola is 
made up of 1500 lb pig iron, cast and steel scrap, 240 
lb coke, 65 1b limestone and a 2-lb brick of a propriet- 
ary soda ash fluxing material. To promote early and 
thorough fluxing action, a double portion of lime- 
stone is spread on the coke bed. A steel plate bar- 
rier attached to the front and side legs of the cupo- 
la confines all loose material when the cupola bottom 
is dropped at the conclusion of the heat. Sparks at 
the with a brick 
wall, 

Method and equipment designed and installed to 
an occasional or accidental splash from the 
cupola drop is typical of the good housekeeping 
program which prevails all through the plant. Clean, 
facilitate the passage of 
trucks. Driveways outside 
stockyard at one side are 
present a very neat ap- 

materials stacked in an 


back come into harmless contact 


prevent 


wide concrete gangways 


loaded and unloaded lift 
the building and the large 
floored with concrete and 
pearance, with cupola 


orderly manner and with the precision of an Army or 


raw 


Navy depot. 

In the usual program of operation, which like all 
foundry programs is subject to change to meet emer- 
gencies, the castings, ranging in weight from a few 
ounces to 2 tons, are molded in three main divisions 
of the foundry. Parts for machine tools and other 
large castings are made in the first section spanned 





by a 10-ton capacity traveling crane. The center sec- 
tion is arranged in a manner similar to that of the 
average jobbing foundry engaged in the production 
of light gray iron castings. Molds are made on a bat- 
tery of molding machines set up at the end of long 
sand heaps. As the sand is consumed the finished 
molds are placed on the empty space on the floor. In 
the afternoon all the molds are filled with metal 
brought from the cupola in bull ladles suspended from 
the monorail. A night gang shakes out the castings 
and trucks them to the cleaning room, wets down the 
sand and with the aid of a mechanical device tosses 
it up into a long windrow for use the following day. 

New sand is added from time to time to keep the 
heaps up to standard. Sand is tested regularly in a 
well equipped laboratory. A fine-grain highly refrac- 
tory sand which imparts an exceptionally clean skin 
to the castings, is secured from deposits in Ohio and 
Tennessee. Cores are made from a fine-grain silica 
sand from the dunes of northern Indiana. This sand 
either by itself or in various combinations of bank 
sand and bonded with oil, is used in all cores. For 
large cores, and those used in stack formation as 
shown in Fig. 7, a 50-50 mixture of old new 
sand bonded with a cereal or pitch binder is used to 
fill the corebox back of the new sand facing. 

The third section of the foundry, shown in Fig. 3 
is designed and equipped for operation on a produc- 
tion basis. Tentative plans have been approved for 
converting the center section of the foundry in a 


and 








similar manner, when and (Please turn to page 112) 
_— 
Fig. 4—Pattern and gate are mounted in the bottom 
of the corebox 
Fig. 5—Core plates flanged and ribbed on the lower 
side support the cores on their way into and through 
the oven 

Fig. 6—A steel plate barrier prevents a splash when 

the cupola bottom is dropped 
Fig. 7—Mold stacks are assembled on skids 
Fig. 8—Typical group of miscellaneous castings on 

the floor of the cleaning room } 




















ONCURRENT with inventions and development 

in allied industries over a century and a half 

ago, devices were being invented to relieve the 
molder of the more difficult tasks required of him. 
Hydraulic rammers and rollers were used instead of 
human energy to ram the cope. Jar ramming was 
written into the patent records more than 75 years 
ago but did not receive industrial recognition until 
many years later. 

The first casting made in America, just 22 years 
after the Pilgrims landed, was exhibited at the 
World’s Exposition in 1893 and symbolized the begin- 
ning of the immense foundry industry that has since 
become so vital and basic an element in our national 
industrial economy. The total effort expended in 
making the small 2-pound casting in those days of 
foundry pioneering and the minute effort required per 
piece to produce in today’s production-line foundry, 
are visible evidence of the so vastly increased produc- 
tion per man-hour that has taken place during the 
industrial growing years of our nation. The parallel 
increase in usage of newly developed machinery, and 
the increase in production throughout the years, are 
indicated by the growing amount of capital equip- 
ment required to produce the items in greater volume 
and at lower cost. 

This greatly accelerated increase in production has 
been the result of the two dominant factors that are 
found in all advances made by civilization, (1) the in- 
crease due to technological advances, discoveries in 
newly developed processes, inventions, and material 
discoveries, and (2) the stimulated development of 
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the individual worker to produce more with these new 
tools and techniques. 

The technological factor is embodied in the science 
of design and invention and has been used since the 
earliest days of history when man first learned to use 
the log as a wheel. The factor of worker production 
is to be found in the science of management, and it 
has been only in comparatively recent years that a 
concerted effort was made to stimulate individual pro- 
duction by efficient and effective management of men, 
materials and the machines that man operates. These 
two factors, when considered over an industrial era 
of development, are cohesive and tend to mutually 
encourage each other to still further developments 
and gains in production. The invention of a new pro- 
ductive mechanism is usually a stimulus not only for 
reducing the amount of human effort required per 
piece but also results in increased production per 
worker when he has performed a normal day’s work. 
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OMMONLY recognized properties of permeabili- 
ty, green strength, flowability, dry or baked 
strength, hot strength and refractoriness of 
cores are very largely determined by choice of sand 
that is purchased. Few, if any, foundries are in- 
terested in detailed chemical analysis of each ship- 
ment of sand received. A few more foundries care- 
fully check the clay content and grain size and dis- 
tribution of all sand bought. Most foundries depend 
on the reliability of the supplier to furnish sand that 
is uniform and familiar. If a sand performs satis- 
factorily in all respects and is fairly uniform from 
one shipment to another we can be confident that 
that is one very important variable that is under con- 
trol. 
Core sand may vary widely in its characteristics 
and still make good castings. However, a few things 
should be kept in mind in selecting a core sand. It 
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is usually well to use a 
rounded or _ sub-angular 
grained sand of 45 to 100 
fineness, fairly well sorted 
and substantially free from 
fines and clay. So many 
interdependent factors en- 
ter into the selection of 
the proper core sand that it is impossible to describe 
an acceptable universal core sand. In general a sharp 
sand of high base permeability is desirable because 
it can be blended with a finer sand such as a bank 
sand to obtain very closely controlled permeability in 
the correct range for the particuler application of the 
sand mix. For heavy, chunky cores for large, heavy 
castings, as much as 2 or 3 per cent clay content 
is often desirable. This clay helps to provide the 
necessary green strength for the large cores and con- 
tributes appreciable hot strength to resist cutting 
and washing of the core. 

The greatest baked strength of the cores can be 
obtained with a mixture of open, rounded grain sand 
blended with a lesser amount of sub-angular or angu- 
lar sand of smaller grain size. This combination pro- 
vides the greatest amount of contact surface area in 
proportion to the total surface to be coated with 
binder. Any clay in the core sand will diminish the 
baked strength provided by core oils. For maximum 
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It can readily be seen that it was necessary for 

inagement to discover a correlating device to in- 
duce the worker to utilize the new mechanism to its 
utmost capacity and, since the equating factor be- 
tween management and labor has primarily been 
wages, the method of encouraging the worker to pro- 
duce more would be based upon an increase in wages 
as a reward. Thus the two factors of methods develop- 
ment and wage payments are seen to be so closely re- 
lated and integrated that the entire industrial devel- 
opment in our nation since 1880 can be attributed to 
these two basically human factors working together 
with increasing efficiency. 

Early Methods Improvements — The majority of 
foundries at the close of the century were paying day 
wages and the manager depended entirely upon the 
leadership of the foreman to obtain an immeasurable 
“days effort’ from the worker with little regard to 
the efficiency of the effort expended. The foreman 
was the key man on the floor, and as is often true in 
the poorly managed foundries of today, was required 


to perform the multiple functions of hiring, discipline, 
scheduling, inspection, planning, and ordering, with 
the inevitable result of having little or no time for the 
proper function of maintaining maximum production 
and quality. Then, as now, the basic issue at hand 
was the question, “What constitutes a day’s work?” 
The answer that appeared in an issue of a foundry- 
man’s trade journal reflects the thinking of the times 
in 1890 in matters of measured output per employee, 
as . but broadly speaking, when a man has worked 
hard and faithfully for a period of 10 hours applying 
his mind to the task at hand, with an honest inten- 
tion, he has done a fair days work.’”’ The answer was 
vague and of little value or comfort to either foundry 
management or the molder. 

The latent possibilities of labor production and ef- 
ficiency lay dormant in the minds of labor and man- 
agement, however, and were not stirred into activity 
until after the turn of the century. A small group of 
foundrymen speaking some 8 or 10 years before their 
time in the industry, and touching upon the current 
teachings of Emerson and Taylor, lamented the fact 
that a poor molder was paid as much as a good one 
and urged the molder’s unions to reconsider their pol- 
icies and encourage bonus plans and time-studied 
standards of performance and methods improvement 
in the foundries. Their recommendations, based upon 
sound investigation and application, were not heeded 
and provoked temporary interest among the 
foundry managers of the 1895 period. 

In a limited number of foundries by 1900 a success- 
fully adapted piece-rate (Please turn to page 176) 
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strength from core oil, the clay content should be Remove the crucible and cool it. Examine the sand 
zero. However, in many cases the desirable balance under a microscope at low magnification for signs 
between green, baked and hot strengths will call for of fusion at the smaller grains. Try subsequent fresh 
a certain amount of clay in the sand. Some cores samples at 50° intervals until you find that at one 
just cannot be made unless the sand contains some point there is no perceptible fusion and the next 
clay. Conversely, certain cores like automotive cyl- higher point there is obvious fu- 
inder block water jacket cores or radiator cores are sion of the smaller grains. This 
almost impossible to make unless the sand is very low point approximates the “B” sin- 
in clay or free from it altogether. tering point and can be useful in 
Chemical analysis of the sand is usually not very comparing two similar sands to see 
} important in the Middle West. If the sand contains which (Please turn to page 198) 
enough lime to ‘“fizz’’ in hydrochloric acid, the sin- 
tering point will be too low, but usually the small 
amounts of alumina, iron oxide and other oxides and 
silicates present in the sands found in this section 
need not worry us. The incipient fusion point of the 
sand or “B” sintering point may sometimes be related 
= to certain types of metal penetration and is therefore 
interesting to know. This “B” sintering point may 
ind often is 200° F or 300° F below the pouring 
temperature of the metal without causing any trouble. 
you would like to know the “B” sintering point 
our sand and have no sintering point apparatus 
can come pretty close with a dilatometer. Simply 
- 20 or 25 grams of the sand in a small platinum 
¢ ible and set the crucible on the lower part of 


dilatometer. Soak the crucible and sand for 10 


ites at a given temperature, for instance 2300° F. 
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HE subject of gates and risers always provides 

interesting ground for discussion, because it is a 

technique which never yet has been tied to a 
fixed set of rules for universal application. We al- 
ways are hearing of some new development to change 
our ideas from day to day. Among the recent inno- 
vations has been the use of central or internal risers 
on certain designs and in various foundries, with such 
good results from the aspect of costs as well as qual- 
ity that this innovation now might be classified jus- 
tifiably as a new addition to the technique of apply- 
ing gates and risers. From the practical point of 
view it simply takes advantage of certain facts with 
which we long have been familiar. 

If we take any castings made in the regular way 
with risers on the top or on the side, as in Fig. 2, we 
might well ask if this method conforms to our theo- 
retical knowledge of heat transfer and directional 
solidification. It is possible to obtain perfectly sound 
castings by these methods. From the point of view 
of maximum efficiency, however, this otherwise satis- 
factory approach can leave much to be desired in 
many common cases. 

Any form or shape of liquid metal, lying in a mold, 
presents a group of complex problems involving con- 


Fig. 1—Cross section of casting design especially suited to 


use of internal risers 


Fig. 2—Conventional risering practice employs risers on top 


or side of casting 


Fig. 3—Sectioned casting showing internal riser attached to 


heavy drag section 


Fi 


used in the casting shown in Fig. 3 


g. 4—Two halves of core incorporating internal riser and 





ductivity, latent heat, etc., if a complete analysis is t 
be made of the transformation into the solid stat: 
Generally epeaking, the heat will be extracted fron j 
the metal to the sand, first from the outward extremi 
ties of the casting; and later, and more graduall) 
from the greater concentration of heat in the cents 
of the metal form. It is at the latter area that shrink 
age cavities will naturally tend to concentrate wher 
a shortage of liquid metal will exist in the fina 
stages of solidification of the entire mass. 


—¥ 


In the case of castings with external risers, as i 
Fig. 2, are we not being wasteful in forcing the fina 
stages of solidification into risers on the outside « 
the casting (by using risers of greater concentrate 
mass than the casting), instead of placing the rise 
in the center, where final solidification naturally tend 
to take place? 

Internal or central risers can be used to advantag ’ 
only on certain designs. Fig. 1 shows a sketch of 
familiar design which is especially suited to the use « 
internal risers. For these shapes risers on the out 
side of the casting involve expensive padding o 
other costly improvisations. 





Fig. 3 shows a sectioned casting with an intern: 
riser attached to the heavy drag section. An op 
riser on the cope, and the gate, are not shown her 
This was only one of the many methods tried in tl 
manufacture of this casting. The method also ir 
cluded an open riser on the top section of the hub, n 
shown in the illustration. This casting has been mad 
by many methods, mostly in the reverse position fro. 
the one shown. The illustrated method is not intend 
ed to suggest the best way to make the job, but is J 
used here simply to show one application of a riser 
placed internally. 





It will be observed also that two fairly recently de- 
veloped techniques are applied in conjunction with tl 
internal riser; there are the Williams core, and tl 
necked-down or Washburn opening from riser to cast 
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ng. It is only by virtue of these aids that internal ris- 
rs have become practical, and this possibly accounts 
or the fact that this perfectly logical development 
ias been so long neglected. The Williams riser, by har- 
iessing atmospheric pressure to the partial vacuum 
hat exists inside solidifying castings, permits feeding 
to take place in all directions, up or down, within 
imits. The Washburn neck allows the riser to be re- 
noved easily. This latter feature is essential in most 
pplications of internal heads. 

Attention is drawn to the following advantages of 
ising internal risers wherever possible: 

1. A large volume of metal can be fed by a com- 
paratively small riser. Actual minimum has not yet 
been determined. Experience with this type riser has 
been too limited to devise even a rough set of rules. 
Reliance up to the present is placed largely on trial 
and error. The casting itself acts as a shield for the 
riser, to keep it hot, and this accounts for the high 
yields obtainable on castings made this way. 

2. The opening from the riser to the casting, 
though necked down to a small size, will feed all 
areas adjacent to the riser, whether the contact is 
direct or not. The chances are that an internal riser 
can be placed adjacent to a larger proportion of any 
casting than an external riser. The Washburn core 
offers no hindrance to feeding from internal risers, 
provided the usual precautions relating to necked- 
down risers are observed. Precaution (a)—The space 
between riser and casting must be kept down within 
certain limits. Precaution (b)—The neck or opening 
must not to too small, and must be in a spot that does 
not solidify before the casting is solid. The highest 
isotherm between riser and casting should be the aim. 

3. Note the smaller volume of sand which must be 
collapsed by the contracting casting. Castings made 
in the writer’s plant tend to confirm the belief that 
internal risers help to eliminate hot-tears and bore 
cracks. Too few experiments have been tried to jus- 
tify a definite statement. However, if we assume that 
these cracks are caused by stresses set up between 
expanding cores and contracting castings, it is obvi- 
ous that these stresses and the cracks may be reduced 
by substituting some contracting metal for some of 
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the expanding sand. This is precisely what happens 
where an internal riser is used. Furthermore, by in- 
creasing the temperature of the core, internal risers 
help to burn out low hot strength binders. The view 
generally is accepted that risers and gates on the out- 
side of a casting set up additional pulls and stresses, 
and thus increase the hazards of cracks and distor- 
tions. 

4, There is a good opportunity to save on flask 
space and molding sand, as a result of making the 
total mass of metal more compact when applying cen- 
tral risers. 

Fig. 4 shows two halves of the core used in the 
casting shown in Fig. 3. This core incorporates the 
internal riser, and demonstrates the simplicity of con- 
struction. Where this involves a slight addition to 
core costs, it has been amply demonstrated that econ- 
omies made elsewhere offset this by a large margin. 
Cost in patternmaking generally is unchanged. The 
work of placing a riser in the corebox generally is 
about the same as applying it to the pattern. 

Occasionally some disadvantages are encountered. 
Chief of these is the difficulty of removing internal 
risers from some designs. Also, when heading into a 
coneave surface, often the case in using internal 
risers, a necked-down opening will result in the pres- 
ence of dangerously sharp pockets of sand at the 
surface of the casting. The pockets sometimes pro- 
duce small holes in the casting as a result of atmos- 
pheric penetration during solidification. This condi- 
tion can be alleviated by using a round instead of a 
rectangular opening through the Washburn core, and 
by using a sand of low permeability around the open- 
ing. 

Use of internal risers is not limited to small cast- 
ings within the range of possibly 200 lb. Some of the 
outlined advantages have been observed in applying 
internal risers to drums, cones, cylinders, sleeves, etc. 
in weights up to several tons. 

At this date it is impossible to draw any rigid con- 
clusions on the uses and advantages of risers placed 
within castings. Risers of this type will not follow 
the rules established for regular type risers, and these 
rules themselves are er- (Please turn to page 236) 
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The question of which tool to use for different classes of work is answered 
in this third and concluding article of a series on the subject of portable 
tool applications in the foundry 


REVIOUS articles in this series (THE FOUNDRY, 

December, January) have discussed methods of 

cutting portable tool costs in the foundry by cor- 
recting defects in air conditions and by maintaining 
air equipment at the maximum point of efficiency. 
This article discusses opportunities for cutting costs 
by “application engineering,” that is, by carefully se- 
lecting the right tool for the individual job. 

Fundamentally, a pneumatic tool is designed to do 
a specific job. The tool is provided with ample horse- 
power at the proper and efficient load speed, built for 
easy operation, and is constructed to maintain the 
original operating characteristics over a long period 
of life. 

In considering the application engineering neces- 
sary in the selection of portable tools five types of 
tools are discussed: 4, 6 and 8-in. straight grinders; 
cone grinders; vertical or cup wheel grinders; small 
wheel grinders; reciprocating tools, hammers, sand 
rammers, etc. 

These tools may be powered by air, universal elec- 
tric, or high-cycle electric, and may be designed with 
a variety of types of handles, throttles and acces- 


sories. The basic problem, however, is to analyze the 


specific work to be done in the foundry, determine the 
exact type of equipment which would be most effi- 
cient for the work, and then select the best cutting 
accessory, such as grinding wheel, which would give 
maximum efficiency. With the present cost of labor 
and overhead, any difference in production which can 
definitely be measured should be considered as im- 
portant in this analysis because even small differ- 
per day become large amounts by 
Actually, the investment cost of 
running from 


ences per hour or 
the end of the year. 
the tools under consideration is low, 
$55 to $165. 

Straight Grinders — The first tools developed for 
use in the foundry were the so-called straight grind- 
ers using 6 x 1 or 8 x 1-in. wheels. Later the ver- 
tical grinders, cone grinders, and so-called small 
wheel grinders were developed. So first let us con- 
sider the proper field of application for the straight 
grinders. 

In general, straight grinders are suitable for work 
such as cleaning, grinding or snagging castings of all 
kinds—gray iron, malleable iron, steel or nonferrous 

and for hogging out defects in large steel castings. 
However, if work has small curvatures or radii, this 
field will be discussed under the heading of ‘Cone 
Grinding;” if the work is suitable for 3-in. wheels or 
less, discussion will follow under the heading “Small 
Wheel Grinding.” If the work requires a flatter, 
smoother finish than can be obtained by the straight 
side wheel, the use of cup wheel grinder should be 
considered. 

As a rule, size of the wheel suitable to reach and 
handle a given job determines the size of straight 
grinder required and, in turn, the power and speed. 
The straight grinder has been developed to the point 
where the metal removal from 4, 6 or 8-in. wheels is 
roughly similar, though in earlier days the metal re- 
moval of the 8-in. wheels was definitely superior. 
Elastic bonded wheels running at 9500 surface feet 
per minute are usually used. This surface speed 
means an 8-in. wheel should be operated at 4500 rpm, 
6 in. at 6000 rpm, and a 4 in. at 9000 rpm. 


Attention should be given to the possibility of cut- 
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ting costs by changing from one straight air grinder 
to another air grinder. For example, one foundry 
was using a heavy-duty straight type grinder at a 
speed of 4200 rpm with 8-in. high-speed wheels. Many 
of the jobs had places which were hard to get at, and 
it was obvious that smaller wheels would reach into 
the job better. A simple process of switching the 
work to a 6000-rpm straight grinder with 6-in. wheel, 
reduced the weight of the tool, cut grinding costs 29 
per cent and gave the operator an easier job. Here 
is a simple example of a very minor change which im- 
proved operating results. 

Another field for investigation is suitability of dif- 
ferent basic types of tools for the job. A foundry, 
for example, had been grinding with 3500-rpm ma- 
chines which did not maintain speed under load. 
Straight air grinders were suggested at 8500 rpm for 
the 4 x 1 wheel and 6000 for 6-in. wheels. This re- 
sulted in doubling the grinding rate, less fatigue for 
operators and lower maintenance. The cut in costs 
was due not only to improved machine operation but 
also to splitting up the job into two types of wheels, 
4 in. and 6 in. (See Fig. 5) 

Fortunately, the advantages of different types of 
straight grinders may be demonstrated by trying out 
different types of tools, perhaps getting the manufac- 
turer to bring the tools in for trial under actual con- 
ditions in the foundry. No attempt in this article is 
made to show the greater metal removal of one ma- 
chine as compared with another of the same type 
though variations in power of the portable tools them- 
selves, but it may well be assumed that ample power 
is necessary to obtain maximum cutting effort. More- 
over, it is assumed that all tools are to be governed in 
accordance with the Safety Code. Occasionally we 
find that vitrified wheels, which should be run at 
6500 surface fpm, are operating at 9500 fpm. At the 
higher speed these wheels, of course, cut marvelously, 
but these high speeds are very dangerous. 

Many foundries start with an 8-in. elastic bonded 
wheel running 4500 rpm, which gives a surface feet 
per minute of 9500. When these wheels wear down 
to 6 in. the surface speed of the wheel has dropped 


86 





from 9500 to 7100 fpm. Loss of metal removal per- 
haps is not as great as the drop in surface speed, 
which would indicate a drop in production of 25 per 
cent after the wheel had worn down to 6 in., but the 
efficiency of metal removal is seriously reduced at 
7100 fpm. If the wheel is continued in use and wears 
below 6 in. at 4500 rpm, the loss in production nat- 
urally becomes much worse. 

The practical answer to this problem is to change 
the wheel to a 6-in. grinder when it is worn down to 
6 in., since running at 6000 rpm brings the surface 
speed up to 9500 fpm. Again, when the wheel wears 
down to 4 in., this surface speed drops to 6300 fpm 
so the wheel is put on the 4-in. grinder running at 
8500 rpm, which restores the surface speed again t 
9000 fpm. Thus proper surface speed is obtained 
which maintains production and reduces wheel cost 
The illustration (Fig. 6) shows a group of 8, 6 and 
4-in. high-speed grinders which are often used il 
foundries for this purpose. In addition to increased 
metal removal, such a program prolongs wheel lifé 
perhaps much more than is generally realized. 

Here is an example which illustrates the foregoing 
situation. A foundry had been using 6000-rpm ait 
grinders with 6-in. wheels to clean gear case castings 
and many spots were tough to reach. Of coursé 
when the wheels wore down to 3-in. diameter the’ 
were thrown away, a wasteful practice. An 8500 
rpm straight grinder was added to the equipment 
running 3-in. wheels. This allowed the operator t 
get into some of the tight places easier and resulted 
not only in a 25 per cent increase in grinding, but als« 
in a saving in wheel cost of 44 per cent. 

Cone Grinding Probably the first variation i 
straight grinders developed for foundry use was th 
so-called cone grinder, which in effect is a straight 
grinder modified to use various types of cones, a 
shown in Fig. 7. These cones were developed t 
reach into the inside corners, cored holes, and around 
fillets where the ordinary straight wheels cannot b: 
used to advantage. It was soon found that the ordi 
nary 6 or 8-in. straight grinders did not perform an 
too well with these smaller (Please turn to page 248 
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Cone Grinders use vitrified cone wheels. 


Mounted Points, to 114-inch, speed 
<j 21,000 RPM. 
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6—Grinders designed for 8, 6 and 

wheels. Production increases 

and wheel cost decreases when worn 

wheels are changed to grinders de- 

signed to handle the smaller wheel 

at proper speed 

Fig. 7—Various types of vitrified cone 

wheels used on cone grinders 


Fig. 8—Change from 6-in. straight 

grinder at 6000 rpm. to this 8500- 

rpm cone grinder increased produc- 

tion, cut grinding cost 20 per cent and 
wheel cost one-third 


Fig. 9—Medium heavy duty rammer 
packs sand uniformly and easily 


Fig. 10—Using midget wheel 
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point increased castings 

cleaned per day by 50 per 
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rat tail file 

Fig. 11—Small light rammer 


suitable for type of work 
shown 
















Graph of silicon percent- 
age during part of cupola 














sso nee 


\ PM. 


12 
time 
OAM. 
TABLE Il—Weight of Silicon in Charge 


Preliminary Adjusted 








Silicon Charge Charg 
Material Weight TimesPercentage Lb Si per Item I 
Foundry pig 300 0.0237 7.11 
Malleabie pig 125 0.0237 10.17 
Auto cast 62: 0.0220 13.75 
Foundry returns . 500 0.0230 11.50 
Briquetted borings 325 0.0240 7.80 
Steel 600 0.0015 0.94 
Special illoy pig.. 200 0.0750 15.00 
TABLE |—Cupola Charge Materials Silvery pig 25 0.1250 1: 
Material GO St GS %P GMn @&Cr GNI Fotal Ib 5S Charge 
Foundry pig iD 2 37 0.03 0.40 0.80 
lle le rig 4 iD 4 I7 imi s i i 
Malleable pi 2.37 0.03 0.18 0.80 TABLE IIl—Corrections in Cupola Charge 
to ca ; 40 > 13 0.25 65 yA | ) > 
Foundry returns 3.32 2.30 0.12 0.17 0.65 0.33 0.29 Adjustment for Melting 
Borings 3. 40 2.40 0.12 90.19 0.65 0.22 0.22 Element Loss or Gain Remarks 
Special alloy pig 2 70 7.50 0.04 0.20 1.00 2.90 1.25 
Silvery pig 2.2 12 0.040 0.20 1.00 Silicon Deduct 10 of the gr per s 
Steel 0.25 0.15 0.04 0.05 0.50 0.10 0.10 ent silicon charged 
Silicon briquets 10.0 Carbor Add 15-20% of the gross per cent I 
Ferr 50.0 carbon to the gross value to gail 
obtain the net per cent cart bor 
e Manganese Deduct 15 of the gross per Mang ¢ 
cent manganese charged te the / 
Phosphorus No loss or gair 
Sulphur Add 0.03-0.05 t the S 
calculated value f 
No loss or gair 
TABLE IV—Mixture Sheet for Recording Cupola Charge Data 
Silicon—— { arbon— Phosphorus Sulphur— Manganese —Nickel Chromiu 
Lb per Lb per Lb per Lb per Lb per Lb per Lb 
Material Lb Charge % Charge Charge Charge % Charge Charge Charee 
I 7.11 75 10.25 0.4 1. 2 0.030 0.09 0.80 2.40 
\ 10.17 15.94 r 0 0.13 0.80 , 40 
2 13 10 1.25 0.1 ,R1 0.65 106 0.15 I 
) 11 ) 32 16. 6 7 12 ( 4 0.25 
10 SO 10 11.0 1 12 ( ( 2.11 0.22 i 
1 2 > 7 { 0.22 0.50 , 0.10 j 
) 1 0 O4 s 1.00 2 00 1.25 9 ' 
‘ 0 438 $225 #1469 #=0620 ##.15 = 0O4 1.00 0.7 
ITALS S 2 20.72 
Me alt 7 i m0 ( N 
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ONTINUOUS cupola melting to produce a gray 
iron within narrow chemical and physical spe- 
cifications presents a control problem of major 

importance to the production foundry. It is the 
responsibilty of the melting foreman or foundry 
metallurgist, and among other things includes the 
selection of raw materials and a melting procedure 
that will produce the desired iron. Charging the 
proper metal mixture to the cupola is one long step 
toward obtaining molten metal of controlled com- 
position. 

To the uninitiated observer in the gray iron found- 
ry, there often is considerable mystery attached to 
the make-up of the metal mixture charged into the 
cupola. This is especially true of calculations for 
determining the quantities of each metal used in the 
charge. The purpose of this paper is to present an 

mple of one method of calculating a metal charge 
to melt down an iron of a particular chemical com- 
position. 

\ wide variety of materials is available for the 
mixture to be charged into the cupola. These may be 

ssified broadly as follows: 

1. Pig irons—Foundry, malleable, silvery, and spe- 
cial pig irons containing alloying elements such 
as nickel, chromium, high phosphorus manga- 
nese, 

Foundry returns—Sprues, runners, risers, scrap 
castings, borings, feeders, or other foundry 
scrap. 

Purchased gray iron scrap—Junked machinery 
castings, autocastings, and sorted gray iron 
castings. 

Purchased carbon or alloy steel scrap—Sheet 

metal flash, forge flash, steel rails, ete. 

Special purpose materials—Ferroalloys, such as 

ferrosilicon, ferromanganese, ferrochromium in 

lump or briquette form. 

iturally the question arises as to which of these 
y materials are to be used and in what proportion. 
answer lies in considerations of the chemical 
osition of the metal to be produced, melting 
tices, and economic factors of cost and avail- 
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ability. Some of these points will be considered later. 
For the present it may be observed that chemical 
composition control in cupola melting begins only 
when the materials charged are of known composition 
and behavior in melting. This means that all ma- 
terials coming into the foundry must be checked for 
chemical analysis and kept well segregated in the 
storage yard to prevent their adulteration. 

Melting Problem—A partial list of the metallic 
materials which might be available for the cupola 
charge in a typical large foundry are tabulated in 
Table I along with their chemical compositions. These 
are to be used to produce an iron with the following 


specifications: 


Element Range Optimum 
Carbon 3.10-3.40% 3.29% 
Silicon 2.15-2.35 % 2.20% 
Manganese 0.55-0.75 % 0.60% 
Phosphorus 0.20-max ‘ Below max 
Sulphur 0.20-max ‘ 3elow max 
Nickel 0.15-0.25 9 0.20% 
Chromium 0.25-0.35% 0.30% 


Melting is to be performed in a cupola lined to 72 
in. inside diameter using a 3000-lb metal charge, an 
8 to 1 coke ratio, and a melting rate of 20 tons per 
hour 

The proportions of metals in the final charge will 
be determined as follows: 

1. Empirically select a metal mixture which on 
the basis of past experience would be expected to 
melt down to approximately the desired composition. 

2. Calculate the gross chemical composition on the 
basis of the analysis of the ingredients of the charge. 

3. Determine the net chemical composition expected 
in the cupola melt by 
changes in analysis anticipated during melting. 

1. Adjust the original mixture by trial and error 
calculations until the computed net chemical com- 
position falls within the desired range. 

Eventually, the charge is adjusted during the 


making corrections for the 


actual cupola run as periodic chemical analyses in- 
dicate how the net calculated analysis compares with 
the melt-down analysis. (Please turn to page 172) 
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materials are, in general, suitable for alu- 
minum alloys. The selection and handling of 
molding and coring sands likewise are similar. Some 
characteristics of aluminum, however, point to certain 
preferred practices which differ somewhat from those 
best suited to other metals. In addition, differences 
between the *various aluminum alloys themselves 
require somewhat different procedures for best re- 
sults. 

Aluminum’s light weight is one of its characteristics 
that has a significant effect on molding practices. The 
fact that aluminum weighs only about one-third as 
much as brass, cast iron or steel means that mold 
pressures are much lower than with the heavier met- 
als, and lighter sand ramming is permissible. Small 
and medium size castings can be poured without using 
weights, and even retaining boxes and frames often 
are not necessary around molds made in snap flasks. 

The low density of aluminum, however, makes it 
more difficult to get rid of oxides and to drive off 
mold gases, as compared with the heavier metals. 





Recommended practices in the pro- 
duction of sand molds and cores 
for aluminum castings are de- 
scribed in this third of a series of 
articles based on a survey spon- 
sored by the Foundry Division of 
the Aluminum Association. Previous 
articles discussed aluminum alloys 
and their applications 





Removing pattern 

from large sand 

mold for alum- 
inum casting 
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OLDING and coring methods used with other 








Molding practices that assure delivery of the molte: 
metal to the mold cavity with a minimum of oxid 
therefore are essential. Relatively high permeabilit 
in the molding and core sands is required in orde! 
to permit the escape of air, water vapor, and mol 
gases during pouring. This is assisted by the r 
latively light ramming. 

Hot shortness of aluminum is another characte1 
istic that requires consideration in establishing mold 
ing procedures. At temperatures just below that a 
which the metal solidifies, some aluminum alloys hay 
low strength. Therefore, the molds must offer litt! 
resistance to contraction while the metal is passin 
through this temperature range, otherwise crack 
may result. Some alloys are less hot short tha 
others; for example, aluminum-silicon alloys are mu 
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ss hot short than aluminum-copper alloys, particu- 

rly those containing less than 5 per cent copper. 

A third characteristic affecting molding practices is 
the relatively high solidification shrinkage of alumi- 

im alloys. Compensation for the resulting reduction 
in volume must be made if shrinkage porosity or 
cracks are to be avoided. Some alloys are more dif- 
ficult to handle in this respect than others. 

Gating and Risering—-Adequate feeding must be 
provided aluminum alloy castings to minimize dif- 
ficulties from hot shortness and high solidification 
shrinkage. Proper gating has considerable influence 
on strength of a casting, and it has been found pos- 
sible to increase the strength of improperly gated 
castings by as much as 50 to 100 per cent through 
redesign or relocation of the gates. 

Multiple gating is employed for most castings, so 
that molten metal is introduced into the mold cavity 
at several points instead of only one point, as with 
some other metals. This allows pouring temperatures 
to be kept relatively low, which is important from 
the standpoint of good grain structure. A generous 
number of risers also is required to feed the solidifi- 
cation shrinkage, especially in heavy sections. 

How the gating and risering required for alumi- 
num compares with that for other metals may be 
illustrated by the fact that, on the average, the 
weight of aluminum poured is about 2! times the 
weight of trimmed castings produced. In some in- 
stances the ratio is much less, but in extreme cases 
it may be as high as ten to one. One of the com- 
monest causes of difficulty in the aluminum foundry 
is failure to provide adequate gates and risers. 

Castings should be gated and fed so that solidifi- 
cation of the metal is progressive from that part 
of the mold cavity most distant from the sprue, 
with the metal in the sprue and risers being the 
last to freeze. Use of chills sometimes may be nec- 
essary to hasten solidification of heavier sections. 

Chills may be made of aluminum, copper, or iron, 
and in some instances high-conductivity molding 
sands have been used. 

The gating system should be designed to introduce 
molten metal with a minimum of agitation and 
oid having the metal impinge directly against the 
Id walls or cores. To aid in accomplishing this, 
cross-sectional area of the sprue should be less 
in that of the gates; likewise the cross-sectional 
a of the gates should be less than that of the run- 
rs. The use of a pouring basin, skim gates, rectan- 
lar sprues, and trapezoidal runners also is some- 
ies helpful. 
\isers serve not only as reservoirs of molten metal 
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and pressure heads to feed the casting during solidifi- 
cation, but also as exits for mold gases and dross. In 
addition, they provide means of reducing temperature 
gradients in the casting. When it proves desirable to 
cut a riser into the side of a casting, the gate usually 
is cut into the riser, thus providing additional skim- 
ming and preventing the shrinkage that sometimes 
occurs where the gate enters the casting. 

Rectangular risers with their long axes parallel to 
the long axis of the casting sometimes are helpful 
in reducing resistance to contraction. In some in- 
stances it may be necessary to place wood or metal 
wedges in the cope close to the risers and withdraw 
them as soon as possible after pouring to reduce 
still further the strains developed by the resistance 
of the sand. Care should be exercised to guard 
against placing risers too close to flask bars or other 
rigid parts of the flask. 

Precautions such as the foregoing are especially 
important with those alloys having particularly high 
solidification shrinkage, particularly the binary alloy 
G3 containing 10 per cent magnesium. Other practices 
necessary for successful casting of this alloy are the 
use of high-permeability sand, chills, and extra gen- 
erous feeding. More generous fillets and less abrupt 
changes in section thickness also are necessary with 
this alloy than are required with most other alumi- 
num alloys 

Gating and risering of any particular casting is an 
individual problem, and the best arrangement usually 
is obtained by the trial and error method. Expe- 
rience is the best guide toward the optimum combina- 
tion. Where possible, a small section of the foundry 
is set aside for this preliminary work. The castings 
so produced are carefully studied and tested, after 
which any required changes are made. This process 
is continued until the best combination is determined. 

In production foundry work where the number 
of pieces to be produced requires the use of a metal 
pattern, it is especially important to determine the 
best arrangement of sprue, gating, and risers, because 
these are often included, at least in part, in such 
pattern equipment. Except for very short production 
runs, or for large castings produced infrequently, 
such patterns pay for themselves many times over in 
time saved, uniformity of castings, and reduced 
number of rejects. 

Foundries in general have been mechanized to a 
considerable degree in recent years. Mechanization 
was greatly accelerated during the war as foundries 
were called upon to multiply their output within an 
almost incredibly short period. This situation was 
particularly acute in aluminum foundries. The war 


91 





left many aluminum foundries in a higher state of 
mechanization than ever before. The return to 
competitive peacetime conditions and the continuing 
demands on the part of labor for better working 
conditions are fostering further mechanization, even 
in many of the smaller plants. 

This mechanization has influenced the molding 
procedure perhaps more than many other operations, 
as reflected in establishment of sand handling and 
conditioning systems, mechanical molding with cope 
drag metal pattern equipment, and mold and flask 
handling facilities. 

Mold Surface Treatments—To obtain the desired 
casting surface characteristics, special treatment of 
the mold surfaces often is necessary. A fine facing 
sand sometimes is used to produce smoother casting 
surfaces. Where still smoother casting surfaces are 
required, the mold surface may be smoked with an 
acetylene torch; smoking also aids the flow of the 
molten metal, thereby reducing the possibility of mis- 
runs in intricate castings. 

Spraying the mold surface with one of the com- 
mercially available compounds sometimes is desirable, 
especially with complicated castings. This sets the 
surface and minimizes the danger of crumbling. 
Sprays containing inhibitors (usually fluorides) are 
used with alloys containing more than 0.1 per cent 
magnesium, in order to prevent chemical reaction 
between the sand and the molten metal. 

Skin drying of the mold surface by means of 
a torch sometimes is employed, especially where it 
is desirable to remove the moisture from the sur- 
faces of chills. This reduces the amount of gas to 
be expelled from the mold. 

Coring Practices 30th green-sand and dry-sand 
cores are used in the aluminum foundry, the former 
being made from molding sand and the latter from 
special sand mixed with bonding materials and then 
baked. Green-sand cores are used to a much more 
limited extent than baked cores, as they have much 
lower strength and will not withstand much handling. 
They are produced as required, for immediate use, in 
space adjacent to the molding station so as to mini- 
mize handling. They are used in both sand and perma- 
nent-mold casting. In foundries producing both sand 
and permanent-mold castings, one core department 
supplies dry-sand cores for both types. Baked cores 
also are used as molds in the production of some types 
of castings. Their use results in castings having 
smoother surfaces, greater dimensional accuracy, and 
reduced gas porosity. Thousands of air-cooled cy- 
linders and cylinder heads for military aircraft were 
produced in this manner during the war. 

Cores for aluminum castings must meet much 
the same requirements as for other metals. They 
must have sufficient strength both when green and 
after baking to withstand the required handling 
without breakage, abrasion, or deformation. Large 
cores sometimes are given a surface drying imme- 
diately after being drawn from the corebox, to in- 
crease their strength and minimize the danger of 
damage from subsequent handling. Long thin cores 
usually require reinforcing wires to avoid undue 
breakage. Some cores, especially those of intricate 
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Baked cores used as molds help provide 
smooth, accurate castings, low gas porosity 





nature, may require specially constructed supports 
to prevent distortion before baking. Chills sometimes 
are molded in the surfaces of cores for the same 
purpose as that for which they are used in molds. 

Important properties of a core mix are the ease 
with which it may be rammed and drawn from the 
core box, and the resistance to deformation befor: 
baking. After the casting is poured, the cores should 
disintegrate so as not to offer enough resistance t 
contraction to cause cracks, and to permit eas) 
knockout. 

Baking drives out the moisture, sets the binder 
and drives out excess binder. Both batch type and 
continuous ovens are used. Accelerating agents such 
as ammonium nitrate or iron oxide reduce baking 
time. The lowest baking temperature that will satis 
factorily perform the operation should be used, a 
temperature of 425-450° F being required to reducé 
the core gases to the lowest practical value. As 
baking temperature is increased, however, strength o! 
the baked cores is reduced, so that some compromis¢ 
usually is required. 


Several Factors Determine Permeability 


Cores must have the required permeability to 
permit the passage of mold gases. In general, per- 
meability should be as high as possible, consistent 
with the required surface smoothness. The amount ol 
core surface in contact with the metal, the amount of 
residual gas in the core, and the cross-sectional area 
of the core prints through which the gas must escap¢ 
are other important factors in determining the re- 
quired permeability. Residual gas is held to a mini- 
mum by using no more binder than necssary and b) 
obtaining a complete bake. 

Core Washes and Inhibitors—Core washes and 
sprays, which are refractory materials applied bj 
means of a liquid carrier, are effective in improving 
the surface finish and in reducing the effect of core 
gases. Talc or graphite in either water or a volatil 
vehicle usually are regarded as the best of the various 
available materials. Chlorinated rubber in toluene is 
used on deep thin sections such as air-cooled cylinde 
fins. 

Some castings permit use of a finely ground was! 
material; in other cases a coarser material must be: 
used so that moisture may be readily expelled i 
drying and shrinkage minimized. The wash may bs 
applied by spraying, brushing or dipping, depending 
on the size of the core. 

With some alloys, notably those containing more 
than 0.1 per cent magnesium, use of inhibitors is 
desirable in the cores as well as on mold surfaces 
as previously discussed. They are either added t 
the core mix or applied in the form of a saturate 
water solution to the core surfaces. When applied i 
solution form, the cores are subsequently dried 
usually in an oven. The drying temperature should 
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not exceed 300° F, or the inhibitor may be volatilized 
and the beneficial effect thereby largely lost. 
Sand Selection and Control—Selection and con- 
trol of molding and core sands have a direct bearing 
on casting quality. However, the two charcteristics of 
the greatest significance in the aluminum foundry- 
permeability and fineness—are somewhat conflicting. 
Permeability must be adequate to permit the escape 
of gases and vapors so that castings will be free 
from blowholes and porosity. At the same time the 
sand must be fine enough to produce the desired 
surface smoothness. Some compromise in fineness 
often is necessary to obtain the required permeability. 
Once sand mixtures having the required combina- 
tions of properties have been selected, procedures 
ust be adopted that will keep the sand in proper 
ndition throughout its useful life. An adequate 
gram of sand testing is a prerequisite in assuring 
it moisture content, strength, permeability, and 
er characteristics are maintained at the required 
els at all times. 


Molding Sands—dAs in the casting of other metals, 
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natural, processed or synthetic molding sands may be 
used for aluminum. A naturally bonded fine-grained 
sand with high clay content commonly is used where 
very smooth casting surfaces are required, or where 
adequate equipment for properly conditioning syn- 
thetic sand mixtures is not available. Typical prop- 
erties of such a sand when tempered with from 6 to 7 
per cent water are: 


Green compression strength, psi 6-8 
Permeability 5-15 
Clay content, per cent 15-22 


....210-260 

Permeability, clay content and grain fineness are all 
as defined in the Foundry Sand Testing Handbook of 
the American Foundrymen’s Association. Unless a 
sand of this fineness is properly reconditioned and its 
moisture content closely controlled, its low perme- 
ability may result in blows and porosity. 


Grain fineness number 


Synthetic Sand Is Recommended 


Whenever surface smoothness requirements will per- 
mit, the use of coarser sand having a permeability of 
the order of 25 or higher is recommended, as sounder 
castings usually will result. Although these coarser 
sands can be naturally bonded, better control usually 
is achieved with prepared mixtures of bentonite, fire 
clay, or both, with silica sand, molding sand or bank 
sand of low clay content. A satisfactory synthétic 
molding sand for aluminum alloys generally will fall 
within the following broad specifications: 


Green compression strength, psi 6-10 
Permeability (AFA standard) ......... 25-120 
Clay content, per cent (AFA) 4-10 
Grain fineness number (AFA) 70-160 
Moisture content, per cent 3-5 


In conditioning natural molding sands, only enough 
mixing to adjust the moisture content uniformly to 
the optimum value is needed. Synthetic sands, how- 
ever, which are made up by blending various grades 
of natural sands, should be intensively mixed by me- 
chanical means to assure development of the required 
properties. Mechanical mixing is necessary after each 
use of synthetic sands; the prepared clay bonds lose 
their plasticity rapidly in contact with molten metal 
and intensive mixing is necessary to redevelop the re- 
quired physical properties. Although natural sands 
may be reconditoned manually, the quality and use- 
ful life of these sands are enhanced by mechanical 
mixing and aerating as often as possible. 

Moisture lost during the use cycle, of course, is re- 
plenished during reconditioning. Additions of new 
sand and replenishing of bonding materials in syn- 
thetic sands also are included in this operation. The 
usual bonding agents for molding sands are clays of 
either fire-clay origin or bentonite. Care must be ex- 
ercised not to add too much binder, or the permeabil- 
ity of the sand may be impaired. Cereal binders may 
be added to either natural or processed sands where 
high green strength is required. 

Core Sands—-Much the same compromise between 
surface smoothness and permeability must be made in 
selecting core sands as in choosing molding sands. 
Green-sand cores usually are made from molding 
sands, but for dry-sand (Please turn to page 154) 
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To Form a Hard Skin on Core 


Q.—-We make many small sand cores containing ridges 
which form a thread in the castings. At one time we 
used raw linseed oil as a spray but discontinued the 
practice due to the smoke and fumes during baking. 
For a while we did not have much trouble, but now 
are experiencing difficulty in that the ridges are soft 
and rub off. We started using oil again, but would 
like to use some other material. We are using a cereal 
binder. 

A.—It seems odd that you had to return to spraying 
the cores after finding that no trouble was encoun- 
tered after its elimination. Possibly core mixing prac- 
tice, moisture content, etc. are not up to the previous 


iestions 
AN eyppe 


standards, and might bear looking into. As far as the 
oil spray is concerned, it appears to us that it is be- 
ing employed too lavishly. All that is needed from 
your description is a hard crust, and that could be 
secured by diluting the linseed oil with a vehicle such 
as kerosene. 

Other materials which are successfully employed 
for the purpose you mention include molasses water, 
sulphite binder solution, and silicate of soda (water 
glass) solution. All are in dilute form to provide 
good distribution and sufficient binding material to 
form a hard skin on the core after baking. 


Variety of Pattern Materials 


Q.—In the process of entering the field of production 
foundry work we are doing a great deal of aluminum 
casting for pattern work. Even though we are using 
a special sand for that purpose we still have trouble 
because of rough surfaces. We are interested in 
whatever information or references you can give us 
on the use of plastics or cements for that purpose. 
A.—-Evidently there is something wrong in your sand 
conditions if the aluminum alloy patterns have rough 
surfaces. Possibly the special sand is being worked 
on the wet side, resulting in a slight boiling action. 
Again the sand may not possess sufficient bond and 
tends to wash or erode when the molten metal stream 
passes over it. Perhaps your special sand is not fine 
enough to produce the desired smooth surface; im- 
provement could be obtained by using a facing sand 
of say 200 fineness next to the pattern. 

However, as you indicate, a number of materials 
are used for patterns, in addition to metals, and in- 
clude the litharge-linseed oil-sand mixture, proprie- 





O4 


tary pattern compounds, gypsum, portland cement, 
and more recently plastic resins. The proprietary 
pattern compounds may be obtained from the pro- 
ducers and from foundry supply firms, with fu!l di- 
rections as to use. Material is in powder form which 
is mixed with water and poured into the sand mold. 
The foundryman’s old stand-by, the litharge-linseed 
oil-sand combination, while mainly used for follow 
boards, often is used for patterns. Many combina- 
tions are employed, a suitable composition being 
made from 40 parts by weight of dry (baked) mold- 
ing sand and 1 part litharge to which sufficient 
boiled linseed oil is added to bring it to a consistency 
similar to green sand. That material is rammed into 
a mold, removed and allowed to dry in a warm place. 
Then it is given several coats of shellac to protect 
the surface. 

Use of synthetic resins, or plastics as they com- 
monly are called, is increasing and an excellent de- 
scription of the procedure employed is presented in 
an article ““Matchplate Patterns From Phenolic Cast- 
ing Resin” by C. R. Simmons which appeared in the 
November, 1946, issue. In this method the molds 
are made of plaster, and the resin in liquid form is 
poured into the cavity. It is allowed to stand for 
3 or 4 hr and then baked for 8 hr at about 100 F 
to cure. Special resin compounds have been devel- 
oped for the purpose, and information on them may 
be secured from the manufacturers. 


Method To Increase Hardness 


Q.—For a number of years we have been making 
grinding balls from an all-scrap mixture composed 
of 37 per cent high carbon steel scrap, 33 per cent 
auto, furnace and average machinery cast scrap, 
and 30 per cent remelt. Brinell hardness test shows 
325 to 400 according to the sizes cast which range 
from 114 to 5 in. in diam. On the smaller sizes the 
brinell number is not as high as on the larger. Could 
you tell us if the addition of copper and nickel would 
bring the hardness test up to 650 to 675 or 700, 
and if so about what amount of each would be re- 
quired? At the same time would they withstand th: 
impact they receive in large mills? 

A.—While you mention the make-up of your raw 
material charge for the grinding balls, nothing is 
said about the final composition, and rough calcu- 
lation indicates that the silicon content is around 
0.8 per cent. Our guess would be that you could 
increase the hardness by decreasing the silicon con- 
tent to 0.50 to 0.60 per cent. That can be accom- 
plished by increasing the steel scrap content from 
50 to 60 per cent with a like decrease in the amount 
of gray iron scrap, leaving the remelt as at present. 

Unfortunately, there is no way in which the in- 
crease of brinell hardness can be predicted, nor the 
effect on impact resistance or other properties. Best 
way to determine those is to try one charge, say at 
the end of the regular heat, make up sample balls 
in each of the sizes, and send them out for trial. 
Close record should be kept of amount of material 
ground, etc. 

Hardness of the grinding balls can be increased 
further by adding ferrochromium to the suggested 
mixture, or your present mixture—say 3.5 per cent 
Cr or about 103 lb of 65-70 per cent ferrochromium 
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r ton of iron. While our guess would be that such 


| addition of chromium would provide a_ brinell 


rdness around 500, it would be necessary to make 
a lot of balls, as previously mentioned, to ob- 
in the information as well as the service life. 
Nickel or copper alone or in combination would 
feat the purpose you have in mind since in effect 
ey exert a graphitizing action. However, either 
combination with chromium will give an extremely 
rd iron. One such alloy iron containing about 4 
5 per cent Ni and 1.5 to 2.0 per cent Cr with 0.40 
0.60 per cent Si and 3.30 to 3.59 per cent TC cast 
sand molds will show a brinell of 575 to 625 on 
1.2-in. diam test bar. Cast in chills the hardness 
ranges from 675 to 725. We understand that this 
material is made under license agreement, and we 
suggest that you get in touch with International 
} Nickel Co. Ine., 67 Wall St., New York 5, for fur- 
ther information. 


Brittle Batter Beaters Break 


Q.-We make a number of aluminum batter beaters 
using the No. 212 alloy, and have had a loss and com- 
plaint about them as being too hard and breaking in 
use. Can you advise us what we can do to make 
them softer and more pliable so they will bend instead 
of breaking? Would the addition of tin soften the 
metal? How much should be added? 

{..-Aluminum-copper alloys such as the No. 212 con- 
taining 8 per cent Cu, 1 per cent Fe and 1.2 per cent 
Si are not suitable in applications where they are sub- 
ject to extreme stresses and impact, and your refer- 


ence to breakage indicates that one or the other or 


both of those conditions are present when the beat- 
ers are in use. While tin has been used in some alu- 
minum alloys to increase fluidity, give a whiter color 
and provide better polishing, its cost in relation to 
the benefits is out of proportion. Tin also is said to 
provide a slight increase in tensile strength and duc- 
tility, but reduces corrosion resistance. 

Our suggestion would be to make the beaters from 
the 5 per cent Si-95 per cent Al alloy which, in addi- 
tion to excellent corrosion resisting properties, has 
considerably more ductility than the alloy you now 
ire using. 


Flange Molds Require Venting 
Q.—Our main business is the production of thin 
stove plate castings. When we attempt thicker cast- 
ings, %4-in. or more, the metal is porous as in the 


flange castings we are submitting for your examina- 
tion. Analysis of this iron showed: Si 2.38 per 


cent; S 0.101 per cent; P 0.47 per cent; Mn 0.55 per 
cent. No report on carbon. The molds are made on 
Squeezer machines and the sand is either No. 0 or 
No. 1. Is the sand or the metal, or a combination 
both responsible for the defective castings? 
\.—Composition of the iron is not a factor in this 
rticular problem. Silicon content might vary 50 
nts up or down, sulphur 8 points, phosphorus 30 
ints and manganese 20 points and the castings still 
uld be satisfactory. The numerous small holes in 
castings submitted were caused by metal that did 
rest quietly in the mold. With a coarse, open 





} in sand, the mold might be rammed fairly hard 
1 the metal would lie quietly. With your sand and 
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the character of your general run of thin castings a 
little extra hardness in the mold will have no ill ef- 
fect. The patterns are thin and the squeezing effect 
is distributed unifermly. 

With thicker castings—for example, the flanges 
under discuss.ou—-conditions are not the same. Sand 
on the bottom of the castings is squeezed harder 
than sand at the joint or at points in between. The 
result is a hard bottom on which the metal will not 
rest. Steam cannot readily. A certain 
amount boils up through the casting. The steam re- 
mains in the form of small and large bubbles and 
forms the holes. In some mild cases the steam 
escapes before the mold is filled. However, a slushy 
compound formed of the shells of the bubbles, floats 
to the top and is pressed against the cope. Usually 
it does not appear until the surface of the casting is 
machined. In this particular instance, the center 
green sand core is entirely surrounded by molten 
metal which develops an extra volume of steam. This 
core, also the narrow bodies of sand between the cast- 


escape 


ings, should be vented with a wire. 

Presumably the castings are molded four in a 
flask and the bottom board is squeezed into the drag. 
This arrangement does not permit a free exit for the 
steam generated in the mold, especially where the 
bottom board is not perforated. Remove the board 
temporarily and scratch shallow vent passages in the 
sand in a design corresponding approximately to the 
bodies of sand in and between the patterns. Use a 
vent wire 1,-in. diam to form vent holes 1-in. apart 
and extending vertically downward to the pattern 


plate or board. Then replace the bottom board. 


G A N G WwW A y! By J. A. PATTERSON 
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AFA Officers, Directors, Medalists 


Are Nominated for 1948 


ILLIAM B. WALLIS, presi- 
W dent of Pittsburgh Lectro- 
melt Furnace Corp., has been 


nominated for president of the Amer- 
ican Foundrymen’s Association in 
1948-49. Choice of AFA’s 1948 nomi- 
nating committee to succeed Max Ku- 
niansky, vice president-general man- 





WILLIAM B. WALLIS 


ager of Lynchburg (Va.) Foundry Co., 
whose term expires in July, Mr. Wal- 
lis is the present vice president. He 
served as a director from 1943 to 1946. 
Edwin W. Horlebein, president of 
Gibson & Kirk Co., Baltimore, who 
completes a three-year term as a di- 
rector of the association in July, is 
the nominating group selection for 
vice president. Mr. Horlebein was the 
first chairman of the society’s Chesa- 
peake Chapter, and has also served 
on the executive committee of the 
AFA's Brass and Bronze Division. 


On his retirement as president, Mr. 
Kuniansky will serve one year as an 
AFA director, succeeding Sheldon V. 
Wood, president-general manager of 
Steel Castings 
Co., immediate past president of the 


Minneapolis Electric 


association. 

Named for three-year directorships 
are Thomas H. Benners Jr., manag- 
ing partner in T. H. Benners & Co., 
Birmingham, Ala.; Norman J. Dun- 
beck, vice president of Eastern Clay 
Products Inc., Jackson, O.; Andrew 
M. Fulton, vice president of Northern 
Malleable Iron Co., Saint Paul; Rob- 
ert R. Gregg, foundry manager of 
Reliance Regulator Co., Alhambra, 
Calif., and Victor E. Zang, vice presi- 
dent of Unitcast Corp., Toledo, O. 

Elections will be held at the annual 
business meeting during AFA’'s 52nd 
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convention and foundry show in 
Philadelphia, May 3-7. 

The annual banquet during the con- 
vention will be the occasion for the 
conferring of gold medals in recog- 
nition of personal contributions to 
the advancement of the industry up- 
on three outstanding foundrymen, 
and honorary membership upon the 
association's retiring president, Max 
Kuniansky. Recently announced se- 
lections of the Board of Awards to 
receive gold medals are as follows: 

Egbert H. Ballard of Swampscott, 
Mass., has been named to receive the 
AFA’s William H. McFadden 
medal; R. C. McElwee, iron foundry 
Vanadium 


gold 


manager for 
Corp. of America, Detroit, the John 
A. Penton medal; and Peter E. Rent- 
schler, president-treasurer of Hamil- 
ton (O.) Foundry & Machine Co., the 
Peter L. Simpson medal. 

Mr. Ballard, a_ past 
(1931-32) of the AFA and formerly 
general superintendent of all found- 


division 


president 


ries and pattern shops of General 
Electric Co., has been voted the Mc- 
Fadden medal in recognition of his 
“steadfast and sincere efforts in be- 
half of the association while serving 
as its president during most difficult 





EDWIN W. HORLEBEIN 


times, and his continual contributions 
to the foundry industry throughout 
his business career.”’ He will be the 
lith recipient of the medal, founded 
in 1923. 

Mr. McElwee will receive the Pen- 
ton award for “outstanding contribu- 
tions to the dissemination of informa- 
tion to the foundry industry, espe- 
cially for his splendid efforts on be- 
half of the Cupola Research Project.” 
It will be the 14th conferral of the 


medal, founded in 1923. 

Mr. Rentschler will receive the 
Simpson medal for his “outstanding 
work in promoting better housekeep 
ing and safety practices in the found 
ry and for the inspiration he ha: 
given the foundry industry in the 
field of public relations.”’ 


Ohio Foundry Conference 


To Be Held Mar. 11-12 


TWO-DAY Ohio Regional Found 
ry Conference is 


being spon 
sored by the Northeastern Ohi 


Chapter of the AFA, on Thursday 
and Friday, Mar. 11-12, in Cleveland 
Technical sessions during the tw: 
days will be held at Case Institute of 
Technology, which is co-operating i 
sponsorship of the meeting. 

A conference committee under ths 
general chairmanship of the chapte: 
vice president, Elmer C. Zirzow, Na 
tional Malleable & Steel Casting; 
Co., has arranged a tentative pro 
gram intended to phases of 
foundry practice. This will includ 
individual technical sessions devoted 
to gray iron, malleable iron, steel 
nonferrous and patternmaking sub 
jects on Thursday afternoon and Fri 
day morning, with a general meetin; 
to be held Thursday morning 

Two luncheon also art 
planned, while a reception and dinne1 
will be held Thursday evening at th 
nearby Cleveland Club. T. Keitl 
Glennan, president, Case Institute of 
Technology, will be the _ principa 
speaker at the dinner. Other featur: 
of the program include plant visita 
tions and an inspection of Case Insti 
tute, one of the _ six 
schools where foundry 
training is being 
operation with the Foundry 
tional Foundation. 

Members of the executive commit 
tee in charge of conference arrange 
ments include, in addition to Mr. Zir 
zow, the following: Frank C. Cecl 
Cleveland Trade School; 
Dreher, Foundry Educational Four 
dation; Vincent J. Sedlon, Masté 
Pattern Co.; David Clark, Forest Cit 
Foundries Co.; Howard C. Gollma 
Elyria Foundry; William G 
THE FOUNDRY; Robert D 
Werner G. Smith Co.; F. 
Smith Facing & Supply Co.; 
Cover, Case Institute of Technolog 
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“Yawn” or “give” in a cast machine part often spells 


rejects for the machine user. 

No ordinary cast iron solves this problem, because the 
low elastic modulus of unalloyed iron under heavy 
stresses frequently permits dimensional changes. 

But...""give” can be reduced to a negligible minimum. 


In the 20-ton casting shown above, produced by 
Schneider Bowman Company, Inc., Philadelphia, Pa., 
for a large punch press made by Wiedemann Machine 
Company of Philadelphia. . .“give’’ was minimized by 
casting this part in iron containing 1.50 percent Nickel. 

Developing 45,000 pounds per square inch tensile 
strength in heavy sections, this casting exemplifies the 
high elastic modulus and strength obtainable with 


Nickel cast iron. 


Hundreds of foundries now use Nickel cast iron to 


ure these basic advantages: 


THE INTERNATIONAL NICKEL COMPANY, INC. 
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IN THE FOUNDRY — 
Nickel aids the progressive foundry to meet high me- 


chanical property specifications. 


IN THE MACHINE SHOP — 
Nickel cast irons provide strong, readily machinable 


castings that take a smooth finish. 


IN SERVICE LIFE — 
Nickel cast irons assure long, trouble-free performance 


for the ultimate user. 
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Over the years, International Nickel has accumulated a fund 
of useful information on the selection, fabrication, treatment 
and performance of engineering alloy steels, stainless steels, 
cast irons, copper-base and other alloys containing Nickel. 
[his information is yours for the asking. Write for “List A” 
of available publications 











67 WALL STREET 
NEW YORK 5, N.Y. 
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REDERICK J. WURSCHER, 

since 1944 consulting metal- 

lurgist, Semet Solvay Division, 
Allied Chemical & Dye Co., Cincin- 
nati, recently was appointed metal- 
lurgist and technical adviser to the 
general manager, Chicago Railway 
Equipment Co., Chicago. Mr. Wur 
scher was graduated from University 
of Vienna, and upon his arrival in 
the United States in 1922, became 
chief Malleable 
Iron Division, General Motors Corp., 
Mich., 


pointed assistant metallurgist in 1926 


chemist, Saginaw 


Saginaw, Where he was ap- 


T 











Two years later he was transferred 
to Pontiac Motor Car Co. as metal- 
lurgist of the foundry. 
When the foundry suspended oper- 
ations in 1931 Mr. Wurscher joined 
the staff in the company’s experi- 
mental laboratories. In 1935 he be- 
came associated with the Gale Mfg 
Co., Albion, Mich., as 
and from 1936-40 he was superin- 
tendent of the Stowe, Pa., 
of Stanley G. Flagg & Co. Inc., Phila- 
Prior to joining Semet Sol- 


gray Iron 


metallurgist, 
foundries 


delphia 
vay Division he was chief metallur- 
Steel & Malleable Iron 
Division of Buffalo Brake 
suffalo, N. Y 

+ + + 

Charles G. Murphy has been ap- 


gist, Acme 
Works, 


Beam Co., 


pointed manager of Champion Foun- 
dry & Machine Co., in charge of pro- 
duction and engineering. Mr. Murphy 


was associated recently with the Na- 
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tional Tube Co., and Carnegie-Illinois 
Steel Co., subsidiaries of U. S. Steel 
corp., as consultant and foundry proj- 
ect engineer. A graduate of School of 
Science and Technology, Pratt In- 
stitute, he was formerly associated 
with National Bronze & Aluminum 
Foundry Co., Cleveland, Wright Aero- 
nautical Corp., Paterson, N. J., and 
Nash-Kelvinator Corp., Detroit. 
+ ¢ . 

R. W. Trimble, chairman of the Tri- 
State Chapter of the American 
Foundrymen’s Association, is foundry 


superintendent, 3ethlehem Supply 


| LN of Deda 


Co., Tulsa, Okla. Mr. Trimble, who 
attended Kansas University, joined 
the International Supply Co., Tulsa, 
in 1937, as foundry superintendent. 
When Bethelehem Steel Corp., Beth- 
lehem, Pa., acquired the company in 
1939, he became foundry superintend- 
ent there, manufacturing operations 
of the Oklahoma 
and Texas being known as the Beth- 
lehem Supply Co. Prior to joining In- 


corporation in 


ternational he was foundry superin- 
tendent, Kansas City Hay Press Co., 
Kansas City, Mo. At the organiza- 
tional meeting of the Tri-State Chap- 
1946, Mr. Trimble 
was named chairman, and was elect- 
ed in July of 1947 to serve as chair- 
man for the year 1947-48. The chapter, 
Oklahoma, 


ter in December, 


which covers northeast 
southeast Kansas and southwest Mis- 


souri, now has well over 100 members. 


CHARLES G. MURPHY R. W. TRIMELE 





J. H. Schaum, formerly with th 
Naval Research Laboratory, is nov 
research metallurgist in the foundr 
section of the metallurgy divisior 
National Bureau of Standards, Wash 
ington. Mr. Schaum has a bachelo 
of science degree in metallurgical en 
gineering from Massachusetts Insti 
tute of Technology. 
tion in 1940 he worked as a metallur 
gist for Lewis Foundry & Machin 
Co., Pittsburgh, Babcock & Wilco 
Co., Barberton, O., and the Bureau 
Mines at College Park and Washing 
1944, he 
Physical 


Upon gradua 


ton. In June, joined tl 
staff of the 
Washington, as research metallurgi 
before with the Naval Re 
search Laboratory, Washington 
Zl 7 + 

T. W. Bassett has been appoint: 
chairman of the board of director 
Galt Malleable Iron Co. Ltd., Galt 
Ont. M. Milne Todd has been elect 


president, succeeding the late H. J 


Laborator\ 


going 


Bassett who was also general mal 
ager. Other officers elected includ 
J. J. McFayden, vice president an 
eeneral manager; N. W. Zinn, secré 
tary-treasurer; and Dr. W. W. Wright 
director. Mr. McFayden, the new vic 
president, is a past chairman of th 
Ontario Chapter of the AFA. 
+ + . 

Clinton D. St. Clair, formerly vii 
president and works manager, Han 
cock Division, Manning, Maxwell & 
Moore Inc., New York, has been ap 
works Lunken 
Cincinnati. Mr. St. Clai 


pointed manager, 
heimer Co., 
will have charge of all manufactur 
Lunkenheimer 


plants 


ing operations at 
Cincinnati and Carthage, O., 
. + + 


D. F. Axelson, vice president 
charge of manufacturing, Axelso 
Mfg. Co., Los Angeles, has retirs 


following 40 years with the company 

R. M. Pease, formerly vice presiden 

and manager of the St. Louis plant 
(Continued on page 100) 
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(Continued from page 98) 
has been made vice president and as- 
with head- 
quarters at the Los Angeles plant. 


sistant general manager 


Victor Mancuso, formerly works man- 


ager, has been made vice 


president 
in charge of manufacturing 
+ ~ + 
J. Mark Coe has been appointed vice 
president, Corn Products Sales Co., 
New York, succeeding James H. Hea- 
ley. Mr. Coe joined the company in 
1926 as a retail salesman, and subse- 
quently became assistant manager of 
the Chicago office, manager of a sub- 
office in Peoria, Ill, and recently has 
been manager of the Kansas City, Mo., 
office. In his new position he will 
manage the southern division. 
> + . 
L. B. McKnight has been 
vice president in charge of the Con- 


elected 


veyor and Process Equipment and 
Machinery  Divi- 
Milwaukee 
Mr. McKnight,who joined the com 
pany in 


assistant to the 


the Construction 
sions, Chain 3elt Co., 
1927, has been executive 
president of the 
company and previously was man- 
ager of the Process 
Equipment Division. O. W. Carpenter, 


Who joined the company in 1943, has 


Conveyor and 


been elected vice president in chargé 
of fimance. Mr. 
formerly 
director of Kearney & Trecker Co., 
Milwaukee. B. F. Devine, also elected 
president, will 


Carpenter was 
secretary-treasurer and a 


a vice continue as 
manager of the Construction Ma- 
Division. Mr. 


with the 


chinery Devine, who 


became associated com- 
pany in 1909, served as sales manager 
of the division prior to becoming its 
manager. 
. + + 

Walter C. Kerrigan, James F. Me- 
Namara and T. H. Wickenden have 
been elected vice presidents of Inter- 
national Nickel Co. Inc., New York 
Mr. Kerrigan, who will continue as 
department, 


manager of the sales 


joined the company in 1930 and was 





J. MARK COE 
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L. B. McKNIGHT 


assistant manager of the sales depart- 
ment from 1933-1946. Mr. McNa- 
mara, since 1921 sales manager of 
mill products, became associated with 
International Nickel in 1911 as a sales- 
inan, and served in various capacities 
in the Bayonne, N. J., plant. Mr. 
Wickenden, who will continue as head 
of the Development and Research Di- 
vision, New York, joined the com- 
pany in 1922, when he was placed in 
charge of developments in the automo- 
bile field for the division, of which 
he became assistant manager in 
1931 and manager in 1943. He at- 
tended Denison University and re- 
ceived his engineering degree at Uni- 
versity of Michigan. Ralph D. Park- 
er, J. Roy Gordon and Herbert G. 
Fales have been made assistant vice 
presidents of the International Nickel 
Co. of Canada Ltd. Mr. Parker has 
been general superintendent of the 
Mining and Smelting Division, Copper 
Cliff, Ont., since 1930. Mr. Gordon, 
since 1946 technical assistant to the 
vice president, joined the company 
in 1936 as director of research at 
Copper Cliff. Mr. Fales continues as 
a vice president and director of the 
International Nickel Co. Inc. 


° . ° 


George D. Branston, until recently 
vice president, Campbell, Wyant & 
Cannon Foundry Co., Muskegon, 
Mich., has been appointed representa- 
tive of the foundry industry on a 
special mission sponsored by the U 
S. Department of Commerce for the 
purpose of surveying accumulation of 
government-owned military scrap in 
western Germany and devising ways 
and means of expediting its return 
to this country. The mission expects 
to spend about 2 months in a com- 
prehensive study of ferrous scrap re- 
sources there. Mr. Branston, follow- 
ing 10 years with Joseph T. Ryer- 
son & Son Inc., Chicago, was secre- 


tary-treasurer of Manning, Maxwell 


T. H. WICKENDEN 





& Moore Inc., New York. He spent 2 
years in China with the Pacific De- 
velopment Co., 4 years with Jones & 
Laughlin Steel Corp., Pittsburgh, as 


manager of railway material sales 
and 15 years with Campbell, Wyant 
& Cannon. 

J * . 

Andrew Van Echo, until recently 
technical service representative and 
chief inspector, Joslyn Stainless Steel 
Co., Fort Wayne, Ind., has been ap 
pointed metallurgical engineer, Wm 
E. Pratt Mfg. Co., Joliet, Ill. Mr 
Van Echo was graduated from Ohi 
State University in 1942, when he 
joined the metallurgical department 
at the South Chicago plant of Car 
negie-Illinois Steel Corp. From April 
1943, until November, 1945, he was 
associated with the Manhattan Proj 
ect at University of Chicago. 

* J . 

William H. Brown has joined the 
selling organization of his father 
R. L. Brown, district sales manage! 
for William F. Jobbins Inc., Aurora 
Ill., and will have headquarters at the 
Chicago district sales office 188 West 
tandolph St. His territory will in 
clude Iowa, Illinois, Missouri and Wis 
consin. 

° J - 

H. Kassube has 
foundry superintendent, Josam Prod 
ucts Foundry Co., Michigan City, Ind. 
succeeding John Miller. Mr. Kassube 


been appointed 


formerly foreman, has been asso 
ciated with the company for over 25 
years. 

+ ¢ . 

Robert C. Wellman has announce 
the organization of R. C. Wellman & 
Associates Inc., a general advertising 
agency with offices in the Unior 
Building, Cleveland 18. Mr. Wellmar 
has been Detroit and Pittsburgh ad 
vertising representative for THI 
FOUNDRY since his release from Navy 
Air Corps with the rank of Lieutenant 

(Concluded on page 104) 
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Of course they do! Because this shakeout is 
full-floating! 

If your shakeout isn’t full-floating, every time 
shake a flask—you shake your foundry 


The force of your vibrating mechanism has to 


you 


s90 somewhere. When part of that force goes 
into the building structure, you’re wasting 


power. You're adding unnecessary headaches. 


The answer is to install a Robins Floatex Shake- 


out, the only genuine full-floating shakeout. 
The entire frame rides on soft, heavy-duty 
coil springs. There are only two bearings—and 
they do not carry any of the load. No need 
for heavy foundations to absorb shock and 
vibration! 

No wonder Robins Floatex Shakeouts last 
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Castings ‘come clean...and 


ROBINS CONVEYORS DIVISION...Hewitt-Robins 











your troubles float away ! 


longer and require far less maintenance! 
Every Robins Floatex Shakeout is adjustable 
to your work. In a matter of minutes, you 
can adjust a Floatex, which has been handling 
fragile 


light or 
castings safely and without damage. 


heavy castings, shake out 
In fact, Robins Floatex Shakeouts are handling 
castings weighing an ounce or two—and flasks 
weighing 100 tons or more. 

It will pay consult with Robins now, 
about equipment for your foundry. Our expe- 
rience, covering all phases of this operation— 
including self-discharging—may help to assure 
the results you are seeking. For complete 
simply drop a line to Robins 
Conveyors Division, Passaic, N. J. No obligation! 


you to 


information, 


Incorporated, Passaic, New Jersey 


ee 


i | 


STATIONARY 





£ 
SELF-DISCHARGING 





PORTABLE 


3 TYPES DESIGNED TO HELP YOU 6 WAYS: 


1. Save Time 3. Help Sand Recovery 5. Minimize Flask Breakage 


2. Reduce Labor 4. Cool Hot Sand 6. Improve Working Conditions 
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By actual comparison... 


WHEELABRATOR USERS IN PIPE FITTING 
AND PLUMBING EQUIPMENT INDUSTRY 


Cenedian Brass Co., Ltd. Galt, Ontario Can. 
Central Brass & Mfg. Co. Cleveland, Obio 
Kennedy Valve Mfg. Co. F/mira, New York 
The Ohio Injector Co. Wadsworth, Obio 
Stanley G. Flagg Co. Stowe, Pennsylvania 
Crene Co. Several places 
Nashve Brass Co. Nashua, New Hampshire 
American Sanitery Mfg. Co. Abingdon, Lil. 
Empire Brass Co. Cleveland, Obio 
Leke Erie Foundry Co., Inc. Girard, Pa. 
Trenton Grass & Machine Co. Trenton, N. J. 
H. 8B. Salter Mfg. Co. Marysville, Ohio 
American Cast Iron Pipe Co. 


Birmingham, Alabama 
Arcade Malleable tren Co. — Worcester, Mass. 
Thomes Deviin Mfg. Co. Burlington, N. J. 
Hercules Foundries, Inc. Los Angeles, Calif. 
fastern Malleable tren Ce. Naxgatuck, Conn. 
Ohie Brass Co. Mansfield, Obio 


WORLD'S LARGEST BUILDERS OF AIRLESS BLAST EQUIPMENT 
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Malleable iron Fittings Co. Branford, Conn. 
Pitcairn Company Barberton, Obto 
Pacific Malleable Castings Co. 

Oakland, California 
Richmond Foundry & Manufacturing Co. 

Richmond, Virginia 
Rhode Island Malleable Iron Co. 

Hillsgrove, R. I. 

Union Metal Works Chelsea, Massachusetts 
Union Malleable & Mfg. Co... Ashland, Ohio 
U. S. Gauge Co. Sellersville, Pennsylvania 
4. P. Ward Foundry Co. Blossburg, Pa. 
West Virginia Malleable Iron Co. 


Point Pleasant, W. Va. 
Ford Meter Box Co. Wabash, Indiana 
Stockham Pipe Fitting Co. Birmingham, Ala. 
Globe Valve Corp. . Delphi, Indiana 
Republic Brass Co. Cleveland, Obio 
The Glauber Brass Mfg. Co... Kinsman, Obio 


American Radiator & Standard Sanitary 
Corp. Several places 








—y 




















Fay 
Stri 
Pip 
Pip 
Uni 
Uni 
Bra 
Fla: 
Tra 
Yok 
Val 
Tail 
Tre 
Hos 
Elbe 
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The chart below shows a case-history com- 
parison of the time needed for cleaning typical 
loads of pipe fittings and plumbing parts by 
various cleaning methods. 

The airless Wheelabrator is much faster in 
each case because it throws more abrasive 
and throws it harder per horse power expended 
than any other blasting device ever conceived. 


MATERIAL CLEANED 


WHEELABRATOR 


CLEANING TIME 


The WHEELABRATOR cleans Pipe Fittings 
and Plumbing Equipment faster at less cost 


The advantages of this thorough, high-speed 
cleaning are many: It slashes costs. It saves 
labor, space and equipment. Inspection is 
easier. Machining and grinding are faster. 
Cutting tools last longer. 


A complete analysis of these advantages and 
others of equal importance is given in the new 
booklet shown below. Write for free copy. 


FORMER 
CLEANING TIME 














a Standard Tees 4 minutes 25 minutes 
1000 Ibs. (Airblast Cabinet) 
Faucets 5 minutes 16 minutes 
~ 250 Ibs. (Tumbling Mills) 
q Elbows 4 minutes 25 minutes 
1000 Ibs. (Airblast Cabinet) 
Soil Pipe— 8 minutes 30 minutes 
—_— 1200 Ibs. (Tumbling Mills) 
Pipe fittings 6 minutes 25 to 30 minutes 
1000 Ibs. (Tumbling Mills) 
Couplers 4 minutes 45 minutes 
“= 300 Ibs. (Water Tumblers) 
Meter mountings 5 minutes 30 minutes 
— 60 Ibs. (Airblast Cabinet) 
Mixing valves 7 minutes 12 minutes 
a 250 Ibs. (Tumbling Mills) 





PARTIAL LIST of PARTS CLEANED 


Faucets Tees Adapters 
Strainers Mixing valves Connectors 
Pipe Plugs Soil pipe “Y” bends 
Pipe caps Unions Drop tees 
Union nuts Nipples Radiator traps 
Union tails Bushings Nozzles 
Brass fittings Spigots Batch cocks 
Flanges Plug cocks Fixtures 
Traps Reducers 

Yokes Outlets 

Valve handles Return bends 

Tail pipes Crosses 

Trap lock nuts Stud ends 

Hose couplers Saddles 

Elbows Joints 


in four minutes in the 27” x 36” Wheel- meme 
abrator Tumblast installed in the Elkhart 


4: typical load of brass fittings is cleaned 
Brass Mfg. Co., Inc., Elkhart, Indiana. 
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This new booklet “Cleaning 
Problems Solved in the 
Manufacture of Pipe Fittings 
and Plumbing Equipment”’ 
contains many helpful sug- 
gestions on profitable clean- 
ing. Send now for your 
copy. 





American 


WHEELABRATOR & EQUIPMENT CORP. 


(FORMERLY AMERICAN FOUNDRY EQUIPMENT CO.) 


505 S. Byrkit $t., Mishawaka 2, Indiana 
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(Concluded from page 100) 
(jg) A graduate of Williams Col- 
lege, he joined Penton Publishing Co. 
in 1935, became a member of THE 
FOUNDRY editorial staff the following 
year, served in the circulation depart- 
ment, and had been a member of its 
advertising staff since 1940 
. . ° 

M. D. Eisele has been appointed 
head of the Chicago district sales of- 
fice, Permanente Products Co., Oak- 
land, Calif., succeeding C. S. French, 
who has been transferred to the Cleve- 
land office as district sales manager. 
Mr. Eisele, until recently product spe- 
cialist for aluminum building mate- 
rials in the Oakland, Calif., office, was 
formerly general superintendent and 
assistant general manager of the 
Owens Lake soda ash plant of the 
Permanente Metals Corp. 

. ° +. 

Harold W. Logan has been appoint- 
ed manager of sales, Wisconsin Steel 
Division, International Harvester Co., 
Chicago, succeeding B. F. Courtright, 
who died Oct. 17. 
his service at Wisconsin Steel Works 


Mr. Logan began 


in 1926 after graduation from Indiana 
University 


. ° . 


Brock Bradley, H. C. Mathey, 
Franklin B. Hunt and Ernest P. Mil- 
ler have been elected assistant vice 
presidents, Liquid 
Chicago. Mr. Bradley, formerly vice 


Carbonic Corp., 


president of the Canadian branch in 
Montreal, has moved to Chicago, 
where Messrs. Hunt and Miller will 
remain as vice presidents in the main 
offices, and Mr. Mathey will continue 
to direct West coast activities at Los 
Angeles. Byron W. Goulding has been 
appointed sales manager of the Com- 
pressed Gas Division, with headquar- 
ters in New York. 
° . + 

Norman P. Robie, until recently 
senior research engineer in the labora- 
tories of the Carborundum Co., 
Niagara Falls, N. Y., has been ap- 
pointed engineer in charge of or- 
ganic and abrasive research, Electro 
tefractories & Alloys Corp., Buffalo. 
Mr. Robie was formerly with the Na 
tional Bureau of Standards, Wash- 
ington. 

. . . 

T. W. MacLean has been appointed 
sales representative in Indiana, Ken- 
tucky and southern Illinois, for West- 
ern Metal Co., with headquarters at 
the company’s home office in Chi- 
cago, 3201 South Kedzie Ave. Mr. 
MacLean was formerly 
with the Lava Crucible Co., 
burgh. 


associated 


Pitts- 


+ . ¢ 

Earl T. McKinney has been placed 
in charge of the iron foundry, A. Y 
McDonald Mfg. Co., 
For the last 2 years M1 


Dubuque, Iowa. 
McKinney 
was foreman of the company’s wood 
and metal pattern, and tool depart- 





pany ten years or more. 








OLD TIMERS: Presentation of solid gold watches for 25 years service at 

Motor Castings Co., Milwaukee, was made by E. L. Roth (center) president, 

to Al Bessert (left) coreroom foreman and Joe Dezich (right) watchman, 

at the fifth annual meeting of the company’s Old Timers Club, recently. 

The club is composed of 67 men who have worked steadily for the com- 

Service pins are awarded for 10, 15, and 20 
year's service 
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ments. Prior to joining the McDona! 
organization he was associated wit 
the Walworth Co. Inc., Boston, a 
general foreman. Previous conn 
tions include Key Co., E. St. Loui 
Ill., Missouri Pacific Railway C 
Sedalia, Mo., and General Steel Cas 
ings Corp., Granite City, Il 
? ? *. 

Kussell Coblentz has been nam 
manager of the Tool Division, Acn 
Aluminum Alloys Inc., Dayton, ¢ 
Other recent appointments includ 
A. Fisher, superintendent of the Four 
dry Division; Charles Lachey, sup: 
intendent of the Pattern Divisio 
Thomas Kramer, chief metallurgis 
Melvin Conwell, chief inspector; a1 
Robert Hoffman, in charge of « 
perimental engineering and develo} 


ment. 
° . 7 
E. E. Bradway, formerly manag 
of the Industrial Engineering Di\ 


sion, Lester B. Knight & Associat: 
Inc., Chicago, has been elected vi 
president, and manager of the N« 
York office at 30 Church St J. A. 
Greene, who joined the organizati 
late in 1946 as field representativ 
and later became resident engines 
has been appointed assistant chief ¢ 
gineer in the Development and Insta 
lation Division of the company 
. . a 

John E. Dunbar, for the last ) 
years director of purchasing, Whit 
Motor Co., 
pointed sales 
Foundry Inc., also of Cleveland. M 
Dunbar was graduated from Penns) 


Cleveland, has been a 


manager, Superi 


vania State College and was ass 
ciated with the Lycoming Mot 
Corp., Williamsport, Pa., for 17 yea 
prior to joining the White organiz 
tion. 
* ° . 

William F. 
ciated with the Smith Oil & Refinn 
Co., Rockford, Ill., has been appoint 


Rose, formeriy ass 


product sales manager for synthet 
plastic core binders, Casein Co 
America, Division of the 
New York. 
° . + 
Thomas G. Digges has been a 
pointed chief of the Thermal Meta 
lurgy Section, National Bureau 
Standards, succeeding D. J. McAdam 
who has retired. Mr. Digges has be: 
a member of the Metallurgy Divis 
since 1920. 
° . > 
J. C. Medford, formerly associaté 
with the Dayton, O., division of Chry 
ler Corp., Detroit, has been appoint: 
sales engineer, Superior Foundry In 
Cleveland. 
+ ° > 
John McKee has been elected trea 
urer, Roots-Connersville Blower Cor} 
Connersville, Ind., succeeding W. fF 
Newkirk, who retired recently. 
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1. Special heat resistant bonds - - 
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2, A more friable type of abrasive with unique grit 
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3. Reduced operator pressure - = ° resulting, in less 
wheel loss and consequently longer wheel life. 
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You get the important quali- 
ties you need in such mold- 
ing equipment: plenty of 
speed, molds accurate and 
usable, exceptional endur- 
ance, and long, trouble-free 
performance due to SPO’'s 
top-to-bottom simplicity of 
design. You just can’t beat 
the No. 500 Series for turn- 
ing out drag molds and cores 
on a high production basis, 
yet with profit-showing ac- 
curacy. Ask for full de- 
tails. 





INCORPORATED 


Melt ve and Specialists in Molding Machines, Vibrators and Patterns for Production 
7500 GRAND DIVISION AVENUE . : CLEVELAND 5, OHIO 







SPO No. 507 Jolt 
Rock over Draw 
Machine 
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S 
WEIGHT OF RODS OR CYLINDERS PER RUNNING INCH 5 
le 
Following tables give weights in lb of rods or cylinders of different ma- Weight of Rod or Cylinder 1 Inch Weight of Rod or Cylinder 1 Inch a 
terials, 1 in. long. To find weight of a cylinder of any length multiply the Long When Cast in Long When Cast in S 
weight per running inch obtained from the tables by the length. a 
To find the weight of a tube of any length, subtract the weight per run- . . ‘ i fe 
ning inch corresponding to the inside diameter from the weight per running si : H . 4 8 ef : H . : = — 
inch corresponding to the outside diameter, and then multiply this result by sé ; E x 7 s as sz . z : © = 
the length. This product is the weight required. S 8 s 5 g g 3s* = e z 8 § E c4 

9 1 25.4 1411 1 

10 1 6.9 1449 1: 

11 18.4 1488 1 

Weight of Rod or Cylinder 1 Inch Weight of Rod or Cylinder 1 Inch - aa s — ; 

Long When Cast in Long When Cast in 14 
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The weight per running inch for diameter with a fraction such as 824, 
can be found by interpolation as follows: 

Add the product of the fractional part of the diameter multiplied by the 
difference between the weights in table corresponding to the next even inches 
above or below the given diameter to the weight corresponding to the next 
even inch under, the result being the required weight per running inch: 
Thus for cast iron ring 824, diameter, from table 83= 1409; 82=1375; 1409 
1 290.1 362.2 347.¢ —13875=—34; 34~«%=—13; 13754+13—1388, weight per running inch for 824, 
7 3587 diameter. 
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DO IT MANUALLY FOR $10.00 


OR... 
MECHANICALLY FOR B@ cents 
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@ THIS MAY BE A LITTLE STARTLING but is the practical difference in cost 
between human and mechanical horsepower involved in movement and 
process in foundry production—is common to plants, large and small— 


to foundries making, miscellaneous jobbing or production work 


The fullest advantage of mechanical application to the manutacture of 
castings can be secured only through top flight engineering skills com 
bining the most advanced techniques in material handling with a practi- 
cal experience in foundry processes—to achieve the lowest ton cost at 
the shipping door. This requires a balance and correct sequence of proc- 
ess steps in all of the operations from entrance to exit of all forms of ma- 
terials—as the life line of foundry operation is vested in the movement 
of cumulative mass weight and repetitious handling in the making of 


castings. 


We are confident that our more than twenty years of work, contined to 
especially adapting sensible mechanical engineering to the making of 
castings will bring a fresh viewpoint to YOUR problems. We invite your 


inquiry 


FRANK D. CAMPBELL 


CONSULT I ENGINEER S 


Specialists in the Engineered Application 


of Advanced Material Handling and Production Techniques 





332 SOUTH MICHIGAN AVE. WABASH 3479 CHICAGO 4, ILLINOIS 
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"Utopia" 


oo psychologist, some time 
ago, wrote somewhere that 
after fifteen years of research he 
could say definitely that everyone 
of us goes down into the dumps 
and floats up into the clouds in 
regular cycles. He said the swing 
from one extreme to the other is 
wider for some than others and 
that the periods vary, but that 
every mother’s son of us makes 
the swing. He suggested that we 
make marks on our’ calendars 
When both our periods and those 
of other people came around. Do- 
ing this, he went on, we would 
Know just when to hit the boss 
for a raise or when not to get into 
an argument with the wife. 

From my experience I'd say 
that this fellow’s got something 
there and it makes me wonder 
Whether the self-appointed do- 
gooders and fellow man uplifters 
now working so hard to bring 
about their utopias have ever 
heard of his work. 

I met a fellow on the train the 
other day who was telling me 
about an outfit down South’ mak- 
ing a piece of apparatus 
that was selling like hot 
cakes. The only trouble 
was that the boys and 
girls in the shop making 
the products had settled 


HOT ZIGGEDY ! chy 


didn't spen@® more of their time 
making money for’ themselves 
than bellyaching around with a lot 
of little details that didn’t make 
much difference one way or the 
other. 

One day a brilliant idea hit him. 
He called the gang together and 
said, ‘“‘Now look here folks, we've 
got one of the finest little busi- 
nesses in the country here. People 
like our product, in fact they can't 
get enough of it, and there is 
nothing in the world I can se@ 
preventing us from cashing in 
and taking more of the good old 
stuff home with us if we'd let our- 
selves go a bit and press down on 
the gas. 

“I've been thinking things over 
and it strikes me that we have 
been wasting a lot of our money- 
making time arguing back and 
forth about little rules and regu- 
lations that may not be so very 
important after all. What do you 
say that we chuck most of them 
out of the window and get down 


an, 





By RALPH L. LEE 


to business with each one cof Us 
yn our own with the devil taking 
the hindmost.” 

One of the first things they did 
was to tear out the time clock and 
put up a mirror in its place with 
the understanding that before 
each one of them went home for 
the day he would stop before the 
mirror, look himself square in the 
eye and ask himself, “Did I 
honestly do justice to myself to- 
day, or did I fritter away the old 
take home?” 

The fellow who was telling me 
the story said that within two 
weeks (I think he said) the pro- 
duction went up a clean-cut 20 per- 
cent. Everybody was enthusiastic, 
including the customers and the 
top man. But After the novelty 
wore off it wasn’t long before 
some of the shorter girls had a 
grievance. They thought that the 
mirror was hung a little too high. 
They lowered the mirror. Then it 
was thought that it should be 
framed, so it was framed. Final- 
ly they had quite a set-to regard- 
ing the color of the frame, one 
which wouldn’t clash with 
the color scheme of the 
hall. 

I haven’t any way of 
checking this story but 
the fellow telling it to 








down into a lackadaisi- 
cal non-strain rate of 


work that just wouldn't 
get enough of the stuff * 
> 


out on time. Not only 


that but, with plenty of y 


time to think about other 9 
things, they found enough 


grievances of one kind 
and another to keep the 
top man pretty’ well 
sewed up in meetings 
listening to them. 





The thing he couldn't 
understand was why, with 
the incentive scheme they 
had, the boys and girls 


w*o 141 
i 17> 
26 2470 
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3 4,06 7 8 
13 14 14 the station, so I didn’t 
TS 20 FF ithe story with my new 
6 27 28 29 


SUN MON TUE WED Ther FRI SAT me said it wasn’t long 


after that till the old 
grievance activity was in 
full swing again with al- 
most aS many meetings 
as they had before. 

Just then we came into 


friend, but I have been 
thinking about it ever 


since. 








WOE iS Me~~ 
Halph Le 


I wouldn’t be surprised 
a bit if, after the novelty 
of Heaven finally wears 
(Concluded on page 112) 
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Core Oils 


CERTIFIED CORE OIL DIVISION 
SOCONY-VACUUM OIL CO., INC. 


3308-26 SOUTH CICERO AVE., CHICAGO 50, ILL. 


AGENTS AND REPRESENTATIVES: W. F. Hooper, Bloomfield. N. J. « Fred Shortsleeve Co., Elmira, N. Y.« John B. Hayes Co., Birmingham, Ala. e Handlan, 
Inc., St. Louis, Mo. e Thomas F. Gregg Co., Milwaukee, Wis. e Smith-Sharpe & Co., Minneapolis, Minn. e A. T. Lobel, Denver, Colo. e La Grand Inde- 
pendent Supply Co., Portland, Ore. e Independent Foundry Supply Co., San Francisco, Calif. « Independent Foundry Supply Co., Los Angeles, Calif 
Edgar O. Stamm, Newtown, O.¢ J. and N. Yaeger, Chicago, Ill.e WAREHOUSES: Worcester, Mass. * Reading, Pa.« Buffalo, N. Y.« Denver, Colo 








(Concluded from page 110) » 
off, we gather into little groups 
wondering why the golden streecs 
were laid out so straight or, if they 
are winding, why they weren't laid 
out straight. But be that as it may, I 
feel pretty sure that the day 
will never come when we are ail 
going to trip gaily onto the job with 
a song on our lips and love in our 
hearts for our 
the grand old institution. 

t’s just not in the deck. It’s not 
human nature. 
come, just as sure as shootin, when 
we are going to wonder why in 
Heaven's name we were ever such 
darned fools to take up _ foundry 
work. In spite of bragging on the 
outside, we are going to have other 
days when we wonder how in the 
devil the boss had been able to kid 
us into thinking he was one swell 
guy or how we had been such blind 
dupes to ever think we had been 
working for a real outfit. 


work, our boss and 


Days are going to 


I think we can put it in our pipes 
and begin smoking right now that 
one of the treasured rights 
that go hand in hand with being a 
human being is the right to criticize 
and bellyache once in a while, to 
gether with the fact that every one 
of us is bound to get lower than a 
snake's belly no matter how hunkey- 
dorey conditions are. It seems to me 
that it is just as important to recog- 
nize that that’s the way things are 
as it is to trying to 
straighten out obvious things that 
are wrong 

Maybe we 


most 


keep on 


ought to start mark- 
ing down each other's high and low 
periods on the calendar so we can 
tell the difference between the gripes 
that go with that time of the month 
and those which should come up any 
time. 


OLD FOUNDRY HAS 
FACE LIFTED 


(Continued from page 79) 
if material and equipment are avail- 
able. The third section recently com- 
pleted includes three longitudinal and 
adjoining bays, each equipped with 
molding machines at one end, a light 


overhead traveling crane operated 
from the floor, and long, straight 
roller conveyor lines mounted on 


pedestals 12 in. above the floor level. 
Experience has indicated that this 
height minimizes the fatigue incident 
to lifting molds on and off the con- 
vevor line. 

Instead of the plank for 
carrying two or three molds on the 
roller conveyors, an all-metal carrier 
is employed in this modern instal- 
lation. Bottom boards or plates rest 


usual 


112 


on two pieces of angle iron, which 
in turn are welded to flat steel strips 
1, x 3 in. The steel strips, with the 
ends slightly turned up, ride on the 
rollers, one strip on each unit. Some 
molds are made in steel flasks, while 
others are made in snap flasks. Be- 
fore these molds are filled with metal 
they are reinforced with slightly 
tapered, stiff aluminum jackets. Most 
of the castings are made to close 
specifications which include size and 
shape as well as composition. 

Method employed for molding flat 
plate counterweights for oil well 
pump beams, as shown in Figs. 4, 
5 and 7, also is employed with other 
castings that lend themselves. to 
stack molding practice. Character. of 
the iron in the counterweight cast- 
ings is not a factor of major im- 
portance. The casting must be clean, 
smooth and perfectly flat, with a 
clean, smooth slot in the center for 
sliding over the horizontal steel H- 
beam on the pump. 


Bolted to Steel Plate 
An aluminum pattern for the 
weight casting is bolted to a ma- 
chined steel plate which forms the 
bottom of a wood corebox reinforced 
at sides and ends with steel strips. 
Upper edges of the strips are ma- 
chined to a true plane exactly paral- 
lel with the bottom plate. Pattern 
for sprue and gate are attached to 
the bottom plate at one end of the 
pattern. The box, with a trunnion at 
each end, is mounted on a jolt ma- 
chine. After the required amount of 
sand has been jolted down, a steel 
straightedge is employed to remove 
the surplus sand and form a true, 
flat face on the core. Later this flat 
face will form the cope face of the 
mold underneath. A _ reinforced and 
accurately machined plate provided 
with numerous small vent holes is 
clamped in place, slings attached to 
a small air hoist are adjusted and 
the assembly is rolled over ana 
placed on a pair of wooden horses 
temporarily before it is placed on a 
rack and carried by lift truck into 
one of the gas-fired core ovens. The 
corebox is returned to the machine 
and the cycle is repeated. 

Dried molds are removed from the 
oven and arranged in stack formation 
on a number of skids. This is to 
facilitate removal after the stack is 
filed with iron and belching large 
volumes of flame and smoke. Almost 
immediately after the mold is filled 
with iron, a lift truck picks it up 
and deposits it out in the yard 
where the smoke does not create a 
nuisance. After the castings have 
cooled, the cores are broken away 
and the castings are taken to the 
cleaning room. 


Flat cores in which the castings 
are molded and poured are stacked 
nine high, not because of a belief in 
any of the magical features con- 
nected in the popular mind with that 
number, but for ordinary utilitarian 
reasons. First, a stack at this height 
is about as high as a man can tip 
a ladle into without standing on a 
support of some kind. Second, the 
l-ton ladle in which the metal is 
distributed contains enough metal t 
fill two stacks nicely. Third, the mer 
assembling the cores discovered that 
a stack of nine may be prepare: 
easily and readily. Fourth, the stacl 
loaded on a skid and filled with meta 
is a comfortable but not an over 
load for the lift truck employed for 
carrying the loads into the yard. 

The cores are assembled on per 
fectly flat, square steel plates rein 
forced with ribs on the under sid 
The sprue opening in the first, o1 
bottom core is plugged with a smal 
section of stock core. A thin trickl 
of liquid paste from the nozzle of 
bulb all around on the upper joint 
surface of the core. The second and 
remaining cores are laid on in suc 
cession in the same manner. Com 
paratively little skill is required i 
building the stack. The cores are ex 
actly the same size and shape and 
the outside edges readily are kept i 
line. Microscopic accuracy is_ not 
necessary. The bottom face of eacl 
covering core is perfectly flat, thers 
fore a minor shift in any horizontal! 
direction would not be reflected 
the resulting casting. 

Cores Clamped Together 

To resist the upward pressure 0 
the metal while still in a molten con 
dition and under a high pouring head 
the top core in the stack is packed 
full of molding sand. The surplus 
sand is scraped off flush with 
straightedge and a flat cast _ iro! 
plate is bedded down firmly. Long 
clamps extending from the top t 
the bottom plate, and tightened a! 
the top with wood wedges, bind th 
entire assembly to form a rigl 
block. The H-shaped projection Ul 
the center of each mold space serv 
as a chaplet or brace to prevent com 
paratively thin body of the core fron 
springing or bending. The metho 
outlined in considerable detail in th: 
foregoing example is applied in the 
production of several other casting 
where the size, shape and other fea 
tures lend themselves to the process 

In the manufacture of cast iro! 
molds for the glass industry the con 
pany has developed a cast figure 
casting process which insures exce} 
tionally close tolerances and an un 
usually smooth surface. The finish 

(Concluded on page 114) 
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FOR FAST, ACCURATE LINE-UP 


OF COPE AND DRAG, USE BB 


UNIVERSAL FLASK PI 
AND BUSHINGS 





















Once you install Universal precision made Standardized 
Flask Pins and Bushings you can forget about cope 

and drag alignment troubles. Universal Flask Pins 
and Bushings are hardened and ground for maximum 
resistance to wear. Cope Bushings are quickly guided 

to the Drag Pins over tapered, loose-fitting 
closing pins which are easily removed after 
assembly. Special design permits longitudinal 
expansion to compensate for metal heat, without 


affecting accurate alignment. 


Available for immediate delivery in several sizes 
of round, elongated, press fit and taper types 
for use in cast iron, steel, aluminum, and 


magnesium flasks. Special types and sizes 





to order. Write for complete information. 


n Leste oe 
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1¢ Crosing Pin 
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Tyee Fiasn Pin 


4 > om UNIVERSAL ENGINEERING COMPANY 


FRANKENMUTH 4, MICHIGAN 
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(Concluded from page 112) 
ing operation, which results in the 
polished surface necessary for pro- 
duction or final use, consists of hand 
filing, burnishing with an abrasive 
stick, or buffing with a flexible shaft 
grinder. It is claimed that this fea- 
ture saves valuable time for highly 
skilled 
leases machines for other jobs clam- 


machine operators, also re- 


oring for attention. 

A well equipped physical and chem- 
ical laboratory, proper selection of 
raw materials and close supervision 
over cupola operation have enabled 
the company to develop highly satis- 
factory types of iron for various 
products. Originally designed and de- 
veloped to meet the many contradic- 
tory problems encountered in molds 
used in the glass industry, the metal 
composition shown in the following 
table has proved eminently satisfac- 
tory in applications up to 1000° F. 





CHEMICAL TEST 


Element Test No. 1, ‘, Test No. 2, ‘; 


Silicon 2.21 2.19 

Sulphur 0.051 0.045 
Phosphoru 0.066 0.054 
Manganese og O.493 

Total Carbon 3.95 $93 

Graphite Lao , 31 

Combined Carbon 0.65 0.62 

Chromium O54 0.33 

N cre 

Molybdenum 0.31 0.26 


Vanadium O06 0.06 
Copper 
taniun 0.25 0.25 


i 


PHYSICAL TEST 


Transverse Strength 
Diameter of transverse bar O.905 
Spar Ds 00 
Load Ib 1640 
Detlection 0.500 

Tensile Strength 

Diameter of bar o.506" 
\rea of bar (sy 0.2012 
Load Ib 7s60 
Ultimate strength (psi) 39,100 


Brinell hardnes 207 





In addition to production castings 
for the manufacture of glass molds, 
plungers, bottom rings, etc., the metal 
is poured into many types of cast- 
ings where heat resistance is an im- 
portant factor. Castings in this classi- 
fication cover a wide range and in- 
clude permanent molds for casting 
brass, aluminum and iron; castings 
for clay manufacturing, 
such as knives, bridges and _ other 
items subject to heavy friction, clay 
and ceramic material 
trical porcelain molds; rubber molds; 


products 


molds, elec- 
bearings; packing rings; 
fittings, valves, etc. Other attractive 
features claimed for this alloyed iron 
include grain, freedom 
from imperfections, heat resistance, 
adaptability to chilling, reaction to 
heat treatment, hardness 
with good wear resistance and other 
related characteristics. 

Practically all the castings going 
into the manufacture of glass, per- 
manent molds and many other heat 


pressure 


fineness of 


medium 


resisting applications are heat 
treated in a suitable manner to se- 
cure maximum characteristics. In 
many instances only a simple anneal 
is necessary. In others a more drastic 
treatment is required to change the 
structure. In a third class of castings 
a more complicated procedure’ of 
quenching and annealing is employed. 

Ever on the alert to meet new 
trends, new developments and new 
demands, the sales department some 
time ago, had a number of sample 
unit outdoor stoves made up. A book- 
let was prepared showing four differ- 
ent types, with detailed information 
on how to build the stone work and 
install the cast iron fittings. Result- 
ing volume of orders seemed to indi- 
cate that quite a remarkable section 
of the great American public pre- 
ferred to cook meals in the great out- 
doors, rather than in the old familiar 
kitchen. The incident is presented 
here merely as an interesting exam- 
ple of the claim that oil—-and cus- 
tomers are where you find them. 


FOUNDRY PARTING 
COMPOUNDS 


(Continued from page 75) 
precipitate soluble in ammonium hy- 
droxide indicates a phosphate. 

(c) Carbonates. Add dilute hy- 
drochloric or sulphuric acid. An ef- 
fervescence occurs which often can 
be heard and sounds like ginger ale 
bubbles fizzing. This is escaping car- 
bon dioxiode which has no odor or 
color, but if caught in lime water 
will give a white precipitate. 

(d) Oxides. Heat the parting and 
pass hydrogen over it, which will 
form water. 

Apparent specific gravity is an 
arbitrary term chosen to indicate re- 
lative weights of partings which can 
be determined rapidly with a mini- 
mum of equipment. The importance 
of this factor lies in the economic 
values it furnishes. Partings are pur- 
chased by weight and if the specific 
gravity is high, there is less actual 
volume of parting per pound. On the 
other hand, if the parting is too 
light, it will not settle on the pat- 
tern or mold fast enough, and will 
hang in the air. This is not only un- 
desirable from the quality standpoint, 
but unpleasant for the molder. 

The determination of apparent spe- 
cific gravity requires only a balance 
or scale, and a chemical graduate 
marked off in cubic centimeter divi- 
Usually a 25 or 50 cc size is 
satisfactory (Fig. 1). A _ standard 
amount of parting is weighed, about 
15 to 20 g. The graduate is tilted 


sions. 





at about a 45° angle and the parting 
slowly poured down the side of the 
graduate. The graduate is then gent- 
ly returned to upright position and 
the volume noted in cubic centimeters, 


as in Fig. 1. The weight in grams 
is divided by the volume in cubic 
centimeters to give the first factor. 
The parting in the graduate is then 
packed by lifting the graduate and 
dropping it against the heel of the 
hand about ten times. This will re- 
sult in a lower volume reading on the 
graduate (Fig. 2). This new volume 
is divided into the original weight to 
give the second factor. The first 
and second factors are added and di- 
vided by two to give apparent specific 
gravity. For example, if 15 g of part- 
ing occupies 15 cc when poured into 
the graduate and 10 ce after packing 
the calculations would be as follows 


15 grams 


1.0 (factor +1) as poured 
15 ec 
15 grams 
1.5 (factor +2) as packed 
10 ce 
1.5 1.0 2.5 
1.25 apparent 
2 2 specific gravity 


While this unit is an arbitrary on 
it does give values which cen be com- 
pared and represents the 
density of the parting in the bag 
while in use. 

If a parting is not properly water- 
proofed, it will absorb water from the 
sand and cause sticking and imprope1 
parting properties. It will also result 
in parting particles adhering to each 
other and lumping in the bag. This is 
therefore, an important property of a 
parting. Two methods can be applied 
to check this property. 


possible 


One test is to place a pinch of part 
ing on top of a bottle of water. Allow 
it to stand overnight and if it lumps 
and sinks to the bottom it is probably 
not properly waterproofed. 

A second test, called the film test, 
is even more severe than the above 
test. Select a small square bottle 
with a cap. One such as that shown 
in Fig. 3 is satisfactory. Fill it about 
two-thirds full of water and then 
sprinkle a thick layer of parting on 
top of the water. Place the cover 
on and shake bottle thoroughly by 
hand. Then turn bottle on one sid 
and rotate it over and over, keeping 
the bottle parallel to the floor, not in 
upright position. Watch closely the 
film formed on the sides of the bottle. 
As the bottle is turned this should be 
a smooth, even, unbroken film which 
follows continuously as the bottle 


(Concluded on page 117) 
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Sly Dust Filter mounted over Sly Blast Room 


CONTROL 


Removes THE DUST HAZARD —WIDELY USED, NOT EXPENSIVE 


jhe Sly Dust Filter (shown at left) handles 
the dust created by a Sly Blast Room, 





Sly Dust Filters comply fully with the require- 
ments of the laws and regulations of the 


grinder booths, and surface grinders. 


It does a thorough filtering job—actually 
filtering the dust out of the air by passing 


various states. They help provide better 
working conditions —increase production. 
Thousands of successful installations. Sly Dust 





, ‘ ‘ ' ontrol i te ive. 
it through a series of cloth bags ingeniously Control is not expensiv 


arranged in a compact space within the filter Send for Bulletin 98 and tell us about your 


case. The cleaned air contains no visible dust. problem so that we can write you fully. 


THE W. W. SLY MANUFACTURING CO. 


4753 TRAIN AVENUE + 


CLEVELAND 2, OHIO 
Representatives in New York « Chicago « Philadelphia «+ Detroit « St. Louis 
Toronto * Minneapolis « Cincinnati « Rochester * Los Angeles * Birmingham 





i FOUNDRY—February, 1948 115 





® A BUYING GUIDE FOR ABRASIVES @ 


ABRASIVE PROBLEM: 


Is there anything NEW 
on Identifying, Specifying and 
Packaging Coated Abrasives ? 


ANSWER BY 
CARBORUNDUM 


TRADE MARK 


The Carborundum Company has developed an 
more convenient method of 
Based on a careful 
requirements and problems of both 


entirely new and 
packaging coated abrasives 
analysis of 
users and distributors, it facilitates use, handling, 


shipping and stocking of coated abrasives. 

Under this new system, sturdy packages contain 
“decimal” quantities of 25, 50 or 100 sheets. Car- 
tons replace paper wrappings. Standard units are 


emphasized. Products are clearly identified by 
their end-use name on labels and backing. Order- 
ing is expedited. Pricing and inventory are 
simplified. Handling is easier. Cardboard sleeves 
protect against curling and tearing. 

This interest in the problems of our customers is 
amply repaid in the increasing preference for 
products by CARBORUNDUM. TheCarborundum 
Company, Niagara Falls, New York. 


CARBORUNDUM 


TRADE 


BONDED ABRASIVES 
COA®ED ABRASIVES 


ABRASIVE GRAINS AND 
FINISHING COMPOUNDS 


ialized wheels by 'OF.4:3-1@):208," 





116 





MARK 


Diamond wheels to meet stiffer 


for thread grinding technical needs. 











tandard shapes are supplied ir 
nding wheels by CARBORUNDUM 
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(Concluded from paye 114) 
ns. If it is spotted or discontinu- 
is, the parting is not 
cerproofed. 


properly 


After the film characteristics have 
en observed, turn the 
ght and remove the cap. Insert 
finger and push it to the bottom 
the bottle. The finger should be 
y when it is removed. If it isn’t, 
film is weak and the parting is 
waterproofed properly. One word 
precaution should be added. After 
this test even the best partings will 
ip and sink to the bottom if al- 
ved to stand after the test is 
nished. This is caused by the shak- 


bottle up- 


which promotes wetting and con- 
sequent coagulation of the particles. 


Waterproofing Methods Described 


Since waterproofing is so important 
to partings, some discussion of how 
t is accomplished may be of interest. 
After the crushed to 
size for parting it must be 
treated. First it is dried to eliminate 
moisture. Then it is placed in a pad- 
muller and thoroughly 

ixed, durin’ which time hent is con- 
stantly supplied. When temperature 
of about 375° F is reached the water- 
proofing material is added. This may 


rock has been 


proper 


dle mixer or 


be some form of stearate, usually beef 
tallow, which is melted and allowed 


to run onto the powder, where the 
heat and mixing action coat the 
particles. Definite heat and time are 
essential. The secret of adding the 
waterproofing material lies in the 


Most 
of these compounds vaporize at about 


fact that it must be vaporized. 


350° F, and smoke is actually evolved 
and comes out of a flue. 
izing enables’. the 
brought into intimate 
the waterproofing particles. 


The vapor- 
powder to be 
contact with 

Silica particles are much easier to 
coat than are non-silica particles. The 
reason advanced for this is that the 
Silica 
absorbs the _ binder 

ssening the time required for coat- 


and 
thus 


used is porous in nature 


rapidly, 


ing. Non-silica particles seem to be 


lenser and offer resistance 


greater 


the coating procecs. Consequently, 


ca partings may withstand more 
abuse than non-silica partings. For 


xample, if a mold is rammed hard, 
nsiderable force is exerted on the 
rticles at the 
silica more readily absorbs the binder, 


parting line. Since 


resists this abrasive’ action which 


is to rub off surface coatings. 


Mixture of phosphates end lime- 


ne partings give satisfactory re- 
lts if mixed together after water- 
fing is added; however, if mixed 
fore waterproofing, results are not 
good. 


E FOUNDRY-—February, 1948 


Outline is the ability of the part.ng 
to show contrast against the sand so 
that the outline of the mold areas are 
clearly visible. This is necessary to 
make visible any damaged areas 
which should be repaired, or to show 
any pockets of sand which may drop 
into the mold and should be removed 
This depends a great deal upon color, 
but to that contrast 


exists the parting should be dusted on 


assure proper 
a pattern or mold and examined to 
mold details are 
clearly defined by the parting. 


and 
Quite 
often partings will tend to pile up in 


see if sharp 


sharp corners and destroy the detail 


Blow Off. After the 
been dusted on a mold it is necessary 


parting has 


to klow off any excess to properly 


examine outline of the mold. A good 


parting must blow off evenly and 


not leave large patches caked at dif- 
ferent areas, particularly in sharp 
tested by 


dusting parting on a mold, blowing it 


corners. This should be 


off, and examining the mold to see 


how uniform the remainder is. Part- 
which accumulate in 
efforts to 


usually result 


ings corners, 


resisting blow them out, 


from improper water- 
proofing, which allows the particles 


to stick to moist sand surfaces. 


Lift. The parting must be such 
that when the pattern is removed 


from the sand it will not pull out 
This is 
particularly true of deep pockets with 
Also, 


assembled 


patches or particles of sand. 


sharp corners. when parts of 


the mold are and then 
separated, the 


this separation 


parting must 


without 


permit 
causing the 
two parts to cling together or pull 
patches loose. This is largely a func- 
tion of correct waterproofing. Al 
though it is best to actually try this 
in a mold, a rough test can be made 
in the Gather a 
fist-full 


Smooth 


following manner. 


small pile of sand. Grab a 


and squeeze it compactly. 
over the sand remaining in the pile 
and pat it gently to pack the surface 
Shake the parting on it from a part- 
ing bag. Press squeezed ball of sand 


in hand firmly upon the sand pil 


containing the parting. Rock it back 
and forth firmly and then raise it up 
It should 
ball, 


with a coating of parting on the pil 


come free sti'l in a com- 


pact leaving a smooth surface 
of sand remaining behind 

Swabbing is often necessary after 
patching has been done or to ancho1 
sand firmly around the edges adjacent 
to the flask. 


are reinforced by 


Sometimes deep pockets 
swabbing. Swab- 


bing should never be used if it can 
be avoided. If it 
rubber syringe with a fine hairbrush 


If the parting is 


must be done, a 


tip should be used. 


not properly prepared, the swab 


water will not soak in rapidly but 
will roll around the top in the form 
of balls and may drop into a pocket 
where it may cause damage. A good 
parting will allow immediate soax-in. 
Dust the parting on the mold. ‘1hen 
squeeze a few small quantities of 
water from the swab onto the part- 
ing and observe its action. This is 
not to be confused with waterproof- 
ing or film strength. A good parting 
will have good waterproofing quali- 
ties and will also swab well. 
Lumping in Bag. Quite often a 
parting is found which lumps in the 
hard to 
in the bag after 
all the parting has been shaken out. 


bag and is shake out or 


leaves hard lumps 
These lumps may be _ hard-packed 
material, but in 
A parting 
Which has a tendency to stick in the 


parting or foreign 


iny event are undesirable. 
bag and not dust freely is called a 
“dead” parting, and is probably due to 
improper waterproofing. When poured 
in a little pile on a sheet of paper, 
flat, a “dead” parting 
will remain in a heap. A good part- 
ing will flow and tend to 
spread out from the heap like minia- 


or anything 
slide or 


ture ball bearings. 

The best test is to pour a little of 
the parting in a small pile on a sheet 
of paper and see whether it spreads 
or remains in a heap. Then fill a 
parting bag about half full of part- 
ing and use or shake until parting is 
all gone. Turn bag inside out, dump- 
ing any residue upon a sheet of paper. 
Examine the residue, if any, and note 
its nature. By co-ordinating these 
tests it is possible to tell very 
how the bag 


two 

well much sticking in 

can be expected. 
Burning onto Castings. Sometimes 


a parting has an inclination to burn 


onto castings, interfering with sur- 
face finish and adding to cleaning 


difficulties. This may be due to two 
(1) Partial fusion by fluxing 
limestone, (2) 


factors: 


action of silica and 
too much waterproofing. The test for 
this is to dust a generous portion of 
parting in a cavity scooped in sand 
and pour metal over it. Examine the 
metal when it cools. Note particular- 
ly the 


cling to the metal, or the presence of 


tendency of sand grains to 


numerous small pock marks on the 


casting. Either is undesirable. 


These tests do not furnish all the 


inswers, and there are other tests 
which are probably used by other 
technicians. However, if the tests 
outlined in this article are applied 


to partings, either as pre-tests be- 
fore purchasing or as control tests 
during use, they will help to eliminate 
some of the unknowns which quite 


often puzzle the foundryman. 
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Hard to Draw . . . Short Run . . . Many Different Sizes of Boxes 


INTERNATIONAL Type AN Machine for clamping and turning over core boxes and for drawing the core. No 
rigging time required. The core box is fastened to the turnover frame by sliding the cleats that have been fastened to 
the under side of the box into the grooves with which the turnover frame has been provided. Absolutely no adjustments 
are required. When boxes are changed from one size to another, irrespective of how much difference there is in the 
width, length and depth of boxes for which machine has been recommended, it automatically takes care of variations. 


Has Air Clamp, Air Turnover, Air Draw Features. Flexibility and universal use has made the Type AN Machine 
popular. Easily adaptable to your molding problems. Specify Internationals and be certain of satisfaction. 


INTERNATIONAL MOLDING MACHINE COMPANY - « ta Grange Park, Illinois 
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“\ RAY IRON foundries, both 
captive and independent, are 
bumping into the wildest mar- 

ket for cast scrap within memory. 
Short supplies, together with stepped- 
up demand, have driven prices up be- 


yond $60 per ton, and in some cases 
frantic buyers are paying just twice 
as much for No. 1 cupola cast as they 
do for pig iron. On top of this there 
appears no relief in store for mer- 
chant pig iron, which has been in 
tight supply ever since the end of the 
war. It all adds up to a possible bot- 


firm reasoned that the thousands of 
dealers the company had should have 
in their possession a fair volume of 
cast scrap in the form of old motor 
blocks, heads, broken castings and 
the like which they could easily 
gather up and send to the factory. 
As a persuader, he conceived the idea 
of offering dealers an additional new 
car on their allocations for every ton 
of cast scrap returned to the plant. 
The idea looked like a natural so it 
was placed in effect, without reckon- 
ing upon the diabolical ingenuity of 


| Ii 


Wild scrap market hikes No. 1 cupola cast to double price for 
pig iron . . . Plan to have automobile dealers round up scrap 
backfires . . . Cupola used profitably to produce synthetic scrap 


tleneck in castings as far as 1948 
automobile production is concerned, 
just when ambitious plans are being 
drawn for a minimum 10 per cent in- 
crease from the 5,000,000 cars and 
trucks built in the U. S. and Canada 
last year. 

Complicating the critical materials 
outlook for the production gray iron 
shops has been the incidence of an 
accelerated volume of new die work 
for automobile plants which has 
drawn the smaller independent found- 
ries specializing in the casting of 
Stamping dies into the market for 
scrap and pig iron. Until recently 
new tooling programs had _ been 
rather slow, but, headed by work for 
the four Chrysler divisions, there has 
been a marked quickening of this 
activity. Dies now in their pattern 
and foundry stage are for models 
which will appear this summer or 
fall, depending upon the condition of 
the automobile retail market at that 
time. They involve’ appreciable 
changes from present models which, 
except for Packard, Hudson, Olds and 
Cadillac, are being carried through 
pretty much unchanged from 1946. 

Reports have been heard of cast 
scrap being sold as high as $80 per 
ton. A local scrap broker who had 
difficulty believing these tales made 
a careful check into the matter and 
discovered an amusing chain of cir- 
cumstances. An automobile company 
in this area which operates its own 
gray iron foundry was up against it 
for cast scrap. In mulling over the 
problem, one of the executives of that 
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certain dealers. The latter individuals 
dashed out to scrap dealers in their 
localities and offered to buy up any 
cast scrap the dealers might have for 
almost any price. After all, why 
should the dealer worry about price 
when he stood to make another $500 
or more on the extra new car he 
would receive? In fact, why not buy 
50 tons of scrap at $80 a ton and get 
50 extra new cars? Actually, this 
was what some dealers tried to do, 
according to the story. Obviously the 
motor company’s foundry welcomed 
the scrap, but the assembly line could 
not produce enough cars to redeem 
it under the bonus plan, so the ex- 
change system was hastily concluded. 

In face of scanty pig iron supplies, 
the larger automotive foundries 
naturally turn to the possibility of 
increasing the amount of steel in 
cupola charges. This of course re- 
quires a method for adding carbon to 
the resulting iron without slowing 
down the cupola. 

Production of synthetic scrap-—for 
both foundries and steel plants——has 
long been a carefully studied tech- 
nique. At times it proves highly prof- 
itable, as it probably will in today’s 
cockeyed economic balance. Normally 
it makes little sense. One metallurgist 
recalls the days back during the first 
World War when he melted borings 
and turnings in a rocking electric 
furnace to produce steel scrap at a 
handsome profit. The turnings were 
worth little more than $6 a ton 
while the resulting cast steel scrap 
was valued at around $40 a ton. 





Similarly in the past cupola has 
been used profitably to produce a 
synthetic scrap for subsequent re- 
charging. A former cupola superin- 
tendent remembers the time when he 
netted his plant a neat $100,000 in a 
year by simply gathering up all the 
old plant scrap on the property, dump- 
ing it all in the cupola with some 
extra coke, ferrosilicon and silvery 
pig, then turning up the blower full 
tilt and hoping for the best. The re- 
sulting iron was pigged and made an 
excellent grade of cast scrap for later 
use, at an important saving over buy- 
ing such scrap on the open market. 

There is no reason why this stunt 
will not work just as well today as it 
did then. As a matter of fact, at least 
one automotive foundry was giving 
serious consideration to starting up 
such operations last month, and may 
already be under way. 


Not Much Change 


Formal introduction of the new 
General Motors 1948 models was 
scheduled for last month, with the ex- 
ception of Cadillac which is scheduled 
early this month. Chevrolet, Pontiac, 
Olds and Buick disclosed little more 
than face-lifted versions of the 1947 
models, with two important excep- 
tions—the Oldsmobile 98 Futuramic 
model, entirely new, and the Buick 
torque-converter or Dynaflow trans- 
mission. The former uses the same 
body as that on the 1948 Cadillac 
series. The Buick transmission is a 
refinement of the Torqmatic unit in- 
stalled on tank destroyers which 
Buick assembled during the war. It is 
a rather complicated piece of mech- 
anism, featuring in the fluid coupling 
portion a series of five vaned rotating 
members known as a primary pump, 
secondary pump, turbine, primary 
stator and secondary stator. They are 
the standard elements of a _ torque- 
converter and differ from the conven- 
tional two-element fluid coupling in 
that their torque curve rises much 
more rapidly with increasing speed 
These vaned elements are interesting 
from a foundry standpoint since they 
are cast in aluminum by the plaster 
mold or Antioch process, owned by 
General Motors. High precision and 
superior surface finish are possible 
by the method. 

3ehind the fluid member is a plane- 
tary gear arrangement which permits, 
through hydraulic controls, a shift to 
reverse or a low forward range where 
additional power is required. Two oil 
pumps, metering devices, a clutch, 
brake bands, accumulators, valves and 
regulators are other lesser parts in 
the system. The Dynaflow will b« 
optional only on the larger Road- 

(Concluded on page 122) 
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This fellow may sound a bit skeptical about Spring-Mounted 
Roller Conveyer, but that’s not exactly so. Like other men who work 
with Foundry Conveyers, he knows that Roller Conveyer applied 
in this industry must have extra weight and strength built into it. 
He has seen a lot of too-light conveying equipment beaten to pieces 
in a short time under severe foundry service. That is why he is inter- 
ested in Spring-Mounted construction. He is learning that when 
springs are pre-compressed to normal roller capacity, the load does 
not bounce, and the conveying surface is smooth and even. When 
the rollers are overloaded, the springs rather than the bearings of 
the rollers absorb the shock. Spring-Mounted Roller Conveyer is a 
Mathews development to meet the requirements of heavy industry 
for Roller Conveyer which will operate under severe conditions with 
a minimum of maintenance attention and expense, and it is estab- 
lishing quite a reputation for itself by doing just that. 


MATHEWS CONVEYER COMPANY 


ELLWOOD CITY, PENNSYLVANIA 





MATHEWS CONVEYER COMPANY WEST COAST 


SAN CARLOS, CALIFORNIA 


MATHEWS CONVEYER COMPANY, LTD. 


PORT HOPE, ONTARIO 


Engineering Offices or Sales Agencies in Principal American and Canadian Cities 
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(Concluded from page 120) 
master Buick models. 

Kaiser-Frazer has put the O.K. on 
a $250,000 expenditure for its Dowa- 
giac, Mich., foundry division, involv- 
ing new equipment and changes in 
the plant layout aimed at giving bet- 
ter quality control, improving ma- 
terials handling and working condi- 
tions. Included is the dismantling of 
the so-called “old foundry” part of 
the plant, transfer of the shipping de- 


partment to a new location and re- 
habilitation of old corerooms. A trans- 
portation and cooling chain conveyor 
will be installed between the foundry 
and the cleaning and grinding depart- 
ments. Two new sand mullers are on 
order to replace obsolete equipment 
now in use, while vertical core ovens 
will replace the present stationary 
type. Other additions include labora- 
tory facilities and eight new molding 
machines. 


WISCONSIN CONFERENCE PROGRAM 


Includes 24 Technical Sessions 


ISCONSIN Chapter of the 

American Foundrymen’s Asso- 
ciation and the University of Wiscon- 
sin will sponsor the eleventh annual 
Wisconsin Regional Foundry Confer- 
ence, Feb. 12-13, at Hotel Schroeder, 
Milwaukee. The recently announced 
program includes 24 
sions, two luncheon meetings and a 
banquet. 


technical ses- 


Conference committee chairman is 
R. C. Woodward, Bucyrus-Erie Co., 
South Milwaukee. A. C. Haack, Wis 
Gray Iron Co., Milwaukee, 
and Profs. E. R. Shorey and George 
J. Barker, University of Wisconsin, 


consin 


are co-chairmen. 

Conference program is as follows: 
Thursday, Feb, 12 
Registratior 

10-10:30 a.m Opening addres Dean M. O 
Withey University of Wisconsin 


9-10 im 


10:30-12 noon -General meeting Time 
Motior Analyses Foundry \ B Segur 
> Segur & ¢ 

12:15 p.m Luncheon meeting speaker to 


be announced later 
2:15-3:45 p.m.— 
( 


jray Tron Low ind Hig Temperature 


Properties of Mold and Core Sand Binders 





J \. Gitzen, Delta Oil Products Co Mil- 
waukee 

Matlleabie Iron: ‘‘Availability of Proper Raw 
Materials for Malleable Iron J. H. Bemis, 
Pickands Mather & Co., Cleveland 

Nonferrous ‘“‘Proper Selection of Alloys,"’ 
William Romanoff, H. Kramer & Co., Chicago 

Pattern and Technical (Joint meeting): 
‘*Precision Casting,’’ Kenneth Geist Allis- 
Chalmers Mfg. Co., Milwaukee 

Steel; Round-tabie Discussion “Steel 
Foundry Practice,’’ Howard Taylor, Massachu- 
setts Institute of Technology. 

Technical; Combined meeting with pattern 
group 
4-5:30 p.m.— 

Gray Iron: ‘‘Use of Large Sizes of Anthra- 
cite Coal in Cupola Operation Prof. W. J. 
teagan, Pennsylvania State College 

Matleabie Iron: *‘Malieable Annealing Cycles 
in Batch Type Ovens,’’ C. M. Lewis, Badger 
Malleable & Mfg. Co., South Milwaukee, Wis. 

Nonferrous: ‘‘Are You Going Broke,’’ Roy L. 
Stone, First Wisconsin National Bank, Mil- 
waukee 

Pattern: ‘‘Pattern Purchasing,’’ G. L. Hart- 
man, Milwaukee Flush Valve Co Milwaukee 

Steel: ‘‘Use of Oxygen in Open-Hearth and 
Electric Furnaces,’’ G. V Air Re- 
duction Sales Co., New York 

Technical; ‘‘Universal Sand Mix for Vari- 


Slottman 


ous Types of Metal,’’ R. E. Morey Naval 
Research Laboratory. 
6:30 p.m Banquet: ‘‘Foreign Relations,’’ 


Hion. Frank B. Keefe, M. C 
Friday, Feb. 13 
10-11:50 a.m.— 
Gray lron Technical (Joint 
“Sand Grain Distribution Cc \ 
American Colloid Co., Chicago 


meeting): 
Sanders, 


NEW FACTORY and general offices of Screen Equipment Co. Inc., maker of 
vibrating screens, were opened in November at 1750 Walden Ave., Buffalo. 
Shown above in the president's office are, left to right: Nelson J. Gleiser; Ralph 


S. Hunt; 
Walter A. Riggs Jr. 


C. Stuart Fielding, president and treasurer; Nelson M. Hopkins and 
New factory contains approximately 25,000 sq ft of floor 


space and will enable the 14-year-old company to triple its production 





Malleabie Iron: ‘‘Periodical Type Malleabl« 
Annealing Oven,’’ R. N. Cole, Canton Maliea 
bie Iron Co., Canton, O. 

Nonferrous: ‘‘Typical Foundry Problems 
Casting Aluminum Alloys,’’ R. Quadt Fed 
erated Metals Division, American Smelting & 
Refining Co., New York. 

Pattern ‘‘Unusual Patterns,’’ and soun 
film: ‘‘Trees for Tomorrow,’’ H. Wade, Fair 
banks, Morse & Co.; G. Krueger \ 
Chalmers Mfg Co., Milwaukee \ M 
Fischer, Chas. Jurack Co., Milwaukee 

Steel: ‘‘Steel Foundry Sands and Their Re 
lation to Casting Defects, Howard Taylor 
Massachusetts Institute of Technology 

Technical Joint meeting with Gray 
Group. 

12 noon—Luncheon meeting: speaker, George 
K. Dreher, Foundry Educational Foundatior 
2-3:30 p.m.— 

Gray Iron “What Do You Know Abo 
New Materials and Methods of Production 
R. G. McElwee, Vanadium Corp. of America 
Detroit 

Malleable Iron: ‘‘Incentive Inducements fo 
Men To Work in Malleable Foundries H. R 
Williams, Milwaukee 

Nonferrous ‘*Information *lease George 
K. Dreher, Foundry Educational Foundatior 
with panel of experts 

Pattern: ‘‘Co-ordinative Function of Patterr 
Equipment and Castings,’ A F Pfeiffer 
Allis-Chalmers Mfg. Co., Milwaukee 

Steel: ‘‘Postwar Developments and Progres 
in Steel Foundries,’’ Charles W. Briggs, Stee 
Founders’ Society of America. 

Technical: *‘Use of Statistical Control in the 
Foundry P. R. Gardner, Aluminum Co. o 
America 


Garay Iron Founders 


Form Local Groups 


Two new management executive 
groups of the Gray Iron Founders 
Society were formed recently. One is 
at St. Louis and was formed Dec. 2 
with C. B. Shanley, secretary-trea- 
surer, Semi-Steel 
elected chairman. 
The other group was organized at 
a meeting at the Rochester Club 
Rochester, N. Y., Dec. 18. Walter F 
Morton, works manager, Anstice Co 
was elected chairman; Wilmer Hart 


Castings Co 


wig, Symington-Gould Corp., vic 
chairman and Donald Steele, Engi 
neered Castings Division, Americal 
3rake Shoe Co., secretary. 

R. L. Collier, executive vice pres 
dent of the society, with headquarters 
in Cleveland, addressed the groups 
outlining the society’s program fo! 
the coming year and expressing h 
views on raw materials shortag« 
faced by gray iron foundries. 


Employees Honored 

Moline Iron Works, Moline, Il 
honored 380 of its employees Nov. ¢ 
at a service recognition dinner at the 
Scottish Rite Cathedral, Moline. Ste 
ling silver buttons were presented t 
employees with one to 5 years’ ser\ 
ice; gold buttons to those with 5 t 
35 years’, and William Butter, having 
59 years’ service received a diamond 
jeweled gold pin and a $50 govern 
ment bond. Presentations were mad 
by M. C. Nutt, company president 
B. V. Nutt, chairman of the board 
gave a short talk on the history ot 
the company, and a look to the future 
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pout metal castings from this 
foundry have the reputation 
for being high-grade 


. because 
they're radiographed before release. 


This radiograph shows just what 
the customer gets—a casting free 
of voids, gas holes, porosity, and 
shrinkage weaknesses, which might 
otherwise prove costly later on. 


Kodak Industrial X-ray Film, 


Type A, was used for the picture. 


Why Type A?... 


well adapted to the short exposure 


Because it is 


times required by production 
scheduling. Because it provides the 
high radiographic sensitivity—ex- 
tremely high contrast and fine grain 


—necessary for greatest detail visi- 





Which x-ray film is the first choice for routine 100 kv. 
radiography of this magnesium casting? 


Kodak’s Type A 


bility in the critical radiographic 
inspection of magnesium, aluminum, 
and their alloys. 

Radiography often more than 
pays for itself. In the 


savings not only exeeed the cost of 


foundry, 


x-ray equipment and operations by 
reductions in customer rejections, 
but, by testing 
radiography points the way to mor 


nondestructive 


exact casting methods. On the pro 
duction line, it saves by showing 
internal defects before expensiv 
machining gets underway—avoid 
ing broken tools, wasted machine 


time, and delays in production. 


EASTMAN KODAK COMPANY 
X-ray Division, Rochester 4, N. Y. 


Radiography 


» +. another important function of photography 








Other Kodak Industrial X-ray Films 
Kodak Industrial X-ray Film, Type F... 


with calcium tungstate screens—primarily for 
sonet- iphy of heavy steel parts. The fastest 
pe SSID le r: iographic procedure. 

Type M. ee « first choice in critical inspection of 
light alloys or in the examination of thin steel 
at mode oltages and heavy alloy parts with 

is It equipment. 

Kodak industrial X-ray Film, Type K... 
and x-ray radiography of 
of lighter parts at limited 


priu Vy POP painiha- 
he teel parts, or 


high film speed is needed 


See \eloyen 


HILE plaster of paris or gyp- 
sum cement can be employed 
successfully in forming insu- 
lating sleeves for risers and gates in 
production of nonferrous castings, it 
cannot be used on gray iron since it 
will not withstand the temperature 
involved, not to mention the possi- 
bility of some sulphur in the plaster 
being reduced and entering the iron. 
However, one gray iron foundry has 
had considerable success in the ap- 
plication of insulating firebrick for 
that purpose. Developed in connection 
with the production of heavy crank- 
shafts poured on the horizontal, the 
insulating sleeves with cut-off or 
neck-down cores provided excellent 
feeding and sound castings. 
* * + 
IN AN investigation of metal 
molds for steel castings it was found 
that a mold coating of approximately 
0.04-in. thick is effective in reduc- 
ing mold temperature and also in 
increasing the time it takes for the 
mold to reach the maximum tem- 
perature. A coating of 0.01-in. is 
only slightly effective in most cases. 
* * * 
FROCEDURE for conveying core 
sand in a Netherlands’ foundry is de- 
seribea in the December, 1947, issue 
of Metalen, and depicted in the ac- 
companying sketch. Sand is carried 

















By EDWIN BREMER 


from the ground level in an elevator 
and dumped on top of the core oven. 
It falis through tubes built into the 
back of the oven, into a hopper from 
which it is picked up by an airblast 
operating under 100 psi, and trans- 
ported to an elevated sand storage 
hopper above the sand mixing device. 
Sand is moved vertically about 50 ft 
and horizontally about the same dis- 
tance. 


* * * 


HIGHER speeds and increased pro- 
ductive capacity, as pointed out by 
J. J. Mayer in the Jan. 5 issue of 
Steel, have brought about a demand 
for higher bearing qualities and in- 
creased physical strength in the cast- 
ings which are later to become com- 
ponent parts. This requirement is 
within the castings themselves rather 
than, as has been the custom in the 
past, in the test bars. To meet this 
requirement, various means are em- 
ployed to control the cooling rate. 
In general this means rapid cooling 
to provide sound, dense, fine grain 
structure throughout the sections of 
a casting, which by ordinary means 
of treatment where the wall sections 
are heavier by nature, are coarse 
grained and lower’ in _ physical 
strength. Need for such improved 
materials exists strongly in machine 
tool bearings, various types of nuts 
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Core Sand Is Transported Pneumatically 
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and primarily in worm gears. In ad 
dition, to bring about possibility of 
the cooling rate control results, closer 
adherence to analysis and selectior 
of raw materials is required, together 
with very rigid melting practice and 
closer limits of pouring temperatur: 
ranges. 

* « “ 
FEASIBILITY of 
hearth or converter steel with aci: 
electric furnace steel to produce ; 
product of specified analysis an 
physical properties has been definite 
ly established in Germany, accordin; 
to a report on sale by the Office o 
Technical Services, Department o 
Commerce, Washington 25. Purpos: 
is to minimize loss of alloying ele 
ments and lower cost of alloy ste« 
by utilizing cheaper materials suc} 
as spiegeleisen and ferrochromiun 
produced in the blast furnace. Th: 
report (PB-80341; Production 0 
Mixed Steels in Germany; mimeo 
graphed, 25 cents) describes plant 
layout, gives detail of process, an 
cites a typical situation for the pro 
duction of a mixed steel heat. 

° ¢ oO 


mixing open 


WITH freight rates increasing stead 
ily, according to John H. Hall, Jan. 
issue of Steel, the cost of sand laid 
down at the foundry at points involv 
ing a fairly long haul by railroad, ha 
reached a figure that makes it possi 
ble to effect a worthwhile economy) 
by reclamation of old sand instead 
of hauling it away—-which often in 
volves additional charge on the ex 
pense sheet. As a result, a numb 
of installations are either building o 
contemplated, which will convert us« 
molding sand to about equivalent o 
new material. In some cases the pros 
6ss involves only washingeand scou: 
ing while in others the sand is burne 
at a red heat to destroy any organi 
material adhering to the grains. 

PERHAPS the most encouragin 
sign of the times in the foundry bus 
ness is the increased attention bein 
paid to fundamental scientific prin 
ciples, according to Harry A. Schwart 
in Steel, Jan. 5 issue. Principles nov 
being studied actively seem to fal 
largely into the group which explaii 
the gating and feeding of casting: 
Further he states, “It seems to m 
that unless and until the foundry in 
dustry places itself upon some firn 
engineering basis it will continue t 
be an art and never come under scien 
tific control, nor will it attract to it 
self young men of engineering edu 
cation, unless these men can be con 
vinced that when they enter the foun 
dry business they will, rather prompt 
ly, be expected to work with the 
heads rather with their brawn.” 
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LINE YOUR 
RUNOUT 
SYSTEM..WITH 


CARBO 





“National” carbon-t!ock linings have for years 
been doing a fine job in blast furnace runout troughs 
—pbetween taphole and skimmer plate. 


Why stop there? 

Why not use carbon linings for the entire system, 
from furnace to ladle, and in the lead-in spouts of the 
pig machine as well? Carbon-block construction, 
shown at right, is recommended to the skimmer 
plate. Carbon bricks are most practical for the rest 
of the troughs. 

Why use carbon? 

Carbon outlasts other trough linings by months, 
even years. It is unaffected by thermal shock. Hot 
metal will not stick to carbon; so, if any skull is 
formed in the trough, it is readily removed. Further- 
more, if you desulphurize in the trough, you'll find 
that carbon is highly resistant to desulphurizing 
agents. 


NATIONAL CARBON COMPANY, INC. 


Unit of Union Carbide and Carbon Corporation eo 
The term ‘National’ is a registered trade-mark 3 
of National Carbon Company, Inc, 


a 
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Here is the recommended construction for 
a carbon-block trough between taphole and 
skimmer plate. Dark section is carbon. Light 
section is firebrick. 





bi RPE 


30 East 42nd Street, New York 





Wt14, 


Thomas T. Jones, 
Agent. First president 
and organizer of Globe 
Iron Company. 
















F 


| 


i 


View at lower left shows Jefferson Furnace, 
built in 1854; capacity 14 tons daily. 

View at lower right shows Fulton Furnace 
built in 1868 and purchased by Globe Iron 
Company in 1872; capacity 12 tons per day. 
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In 1854, while Lincoln was still a country lawyer and a full quarter century before Edison 
invented the incandescent lamp, a group of W elshmen in Jackson County, Ohio, organ- 
ized the Jefferson Furnace Company. The first president, or financial agent as he was 
called in those days, was Thomas T. Jones. This company built a stack in the hills of 
Jackson County. When completed the furnace used local iron ores and charcoal to 
produce high grade charcoal pig iron. This iron was used extensively in the manufacture 
of ordnance during the Civil War. 


In 1872, just seven years after the close of the war, Thomas T. Jones, Agent, organized 
the Globe Iron Company which purchased the Fulton Furnace. The company was 
incorporated in 1873. The name Fulton was changed to Globe and the furnace has 
operated continuously since that time. The Globe furnace has been constantly modern- 
ized and improved so that today it is one of the 
outstanding specialty furnaces in the country. 
Globe pioneered in the production of Silvery 
Pig Iron and is today the leading exclusive 
producer of Quality Blast Furnace Silvery. 
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Western New York 


oe or ae New York Chapter 
of the AFA held its regular 


monthly meeting Dec. 5 at Hotel 





dents with practical operations. He 
also suggested the extension of va- 
cation and part-time work to stu- 
dents. Tom Barlow, Eastern Clay 
Products Inc., Jackson, O., will speak 





ed 50-year service pins in recognition 
of their services. John Bonnot, Bonnot 
Co., Canton, received special acclaim 
for 64 years of service. Awards wer 
presented by Charles W. McLaughlin 
Lectromelt Steel Castings Co., Barber- 
ton, O. 

Movies taken at the chapter's an- 
nual picnic in August were shown. 
Nils E. Moore, Wadsworth Testing 
Laboratory. 


Twin City 


‘Pyerige Practice’’ was the subject 





fouraine, Buffalo. Fred G. Sefing, on «“Chemically Coated Molding 4 of Ralph A. Clark, metallurgist, | 
es a, International Sands” at the Chapter’s Feb. 6 meet- Electro Metallurgical Co., Chicago, in ; 
a oe ae nee eee Mee ae ing.-Fred L. Weaver, Weaver Ma- speaking at the Dec. 4 meeting of the 
casa gg Program for Casting teriel Service. Twin City Chapter of the AFA. 

ndustry.’ . o 

‘ In his address before 70 chapter 

Mr. Sefing stressed the importance Canton members and guests, Mr. Clark 
of education and apprentice training } stressed four factors important to the 

’ » bene : @ ‘e y YANTON District Chapter of the : 
for the benefit of the entire foundry C es eitk oan 8 co peor production of proper analysis iron at 
industry. He laid particular emphasis AFA, 3t , - lowest cost. Those factors are: Typ 
on the necessity for management to guests present, met at the Swiss Club, and quality of coke, contour of cupola 
‘xpres res » educs ‘ Ce O., Dec. 11, to hear Ralph L. : 7 ag: . 
express interest in the education and agent ‘ " ' a pe ~ " lining, volume of blast, and quality 

“t y ‘YS nts » sts ee, public relations department, Gen- ‘ 
training of foundry students, by stat- ee, | . po I and type of melt materials. , 
ing requirements and suggestions to eral Motors Corp., and to participate He pointed out the difficulties of oe 
ae TONES SE Eke VeReeee Mees me a ee ae comparing cupola efficiencies from 
order to assure that young foundry- In his talk, ‘Man to Man on the shop to shop because of the many 
men are better qualified to adapt Job,” Mr. Lee emphasized the fact variables in practices. He went on 
ae pane application - that good management employee re- to say that even the best of equip- 
the industry lations are promoted and peak effi- ment will not make up for the lack 4 


He suggested the desirability of 
management making frequent visits 
to the schools and extending invita- 
tions for group visits to the foundry 
with the object of acquainting stu- 


ciency in operations are attained only 
when each individual worker is con- 
sidered as a separate person with his 
own particular problems. 


Nineteen foundrymen were present- 


of understanding of melting, sinc 
cupola iron, more than any other met- 
al, is ‘‘made in the furnace.” 
At the chapter’s Nov. 20 meeting 
(Continued on page 130) 





NORTHWESTERN PENNSYLVANIA: . Views of the regional meeting held at Dunkirk, N. Y., Nov. 14, by Northwestern 


Pennsylvania Chapter of the AFA. Upper right, left to right, are: 


Mark Morrison, U. S. Radiator Corp., Dunkirk, N. Y.; 


L. P. Robinson, Werner G. Smith Co.; Cleveland, speaker; and John W. Clark, General Electric Co., Erie, Pa., chapter 











chairman. Lower left, left to right: Earl M. Strick, Erie Malleable Iron Co., Erie; Mr. Morrison; J. S. Hornstein, Mead- 
ville Malleable Iron Works, Meadville, Pa., chapter vice chairman; Mr. Robinson; Mr. Clark; and H. L. Gebhardt, 
United Oil Mfg. Co., Erie, chapter secretary 
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DRIES 
5) QUICKLY 
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SAVES CLEANING 
TIME AND 
STORAGE 
SPACE! 














, Foundry management,® watching 
SSeee mounting costs, sees profits in MOGUL. 
This perfect Green Bond makes money because it 
decreases drying time, yields smooth cores and re- 
duces discards. MOGUL works profitably with pitch 
or resin because cores can be handled warm. For 


both green and dry strength use MOGUL in cores. 


CORN PRODUCTS SALES COMPANY 
17 BATTERY PLACE ° NEW YORK 4, N.Y. 
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G. Vennerholm, Ford Motor Co., the 
speaker, stressed the fact that engi- 
neers of today are used to doing 
things by convention, especially when 
concerned with casting methods. This 
was a joint meeting with the Ameri- 
can Society of Metals. 

Mr. Vennerholm stated that since 
the re is such freedom of choice in 
both materials and design when cast- 
ngs are used for automotive work, 
t is the fault of the foundries that 
still more castings are not used. Auto- 
motive engine designers and engi- 
neers have tended to shy away from 
using more castings because of the 
fear of procuring defective parts 
unfounded fears if proper design and 
close foundry control are followed. 


Among the 


research projects now 






























being carried out by the Ford com- 
pany are: Control of moisture in the 
cupola, investigation of new refrac- 
tory materials and use of direct read- 
ing immersion thermocouples.—0O. J. 
Myers, Werner G. Smith Co. 


Wisconsin 


HE Christmas parties held an- 

nually by Wisconsin Chapter of 
the AFA are always a big success, 
but the one held Dec. 12 in the Crys- 
tal Ballroom, Hotel Schroeder, Mil- 
waukee, appeared to surpass all pre- 
vious ones, if the singing and other 
evidence of good cheer is any cri- 
terion. 

Seven hundred and thirty were 
present, some foundries being repre- 
sented by a number of executives 
and department heads, and the large 





attendance strained the seating ca- 


pacity of the ballroom. A good floor 
show concluded the evening's 
gram.—John E. Hubel. 


Central New York 


ARGEST group to participate in 

any activity of Central New York 
Chapter of the AFA—-300 members 
and guests—attended the chapter's 
seventh annual Christmas Party at 
Onondaga Hotel, Syracuse, N. Y 
Dec. 13. 

Some of the groups from the bor 
ders of the chapter territory had a 
trip of over 150 miles one way. Long 
distance honors went to the dele- 
gation from Galeton, Pa.; others who 
attended 
were the groups from Hallstead, Pa 


outside a 50-mile radius 


(Continued on page 132) 


CANTON District Chapter of the AFA 
met at Swiss Hall, Canton, O., Dec. 11, 
to celebrate Old Timers’ Night. In 
photo at left, front row, left to right, 
are: J. L. Dickerson, chapter secretary, 
Pitcairn Co.; C. F. Bunting, chapter 
chairman, Pitcairn Co.; E. H. Taylor, 
chapter vice chairman, F. E. Myers & 
Bros. Co. Back row, left to right, are: 
K. F. Schmidt, past chairman, United 
Engineering & Foundry Co.; Ralph L. 
Lee, speaker, General Motors Corp.; 
Charles McLaughlin, Lectro-Melt Cast- 
ing Co., and |. M. Emery, past chair- 
man, Massillon Steel Castings Co. Old 
timers honored at the party are shown 
below. Front row, left to right, are: 
Oscar A. Baechle, Tom Betz, George 
Hunter, E. F. Krauss, James Mc- 
Creamor, John Boyle, Ed Fletcher, 
Harry Towns, Burt McCullick and 
William Devine. Back row, left to 
right: C. A. Jackson, E. F. Kipp, W. S 
Renzenbrink, W. S. Johnston, Harry 
Wisener, John Bonnot, Charles Geiger, 
Frank Ackelson and Sam Rinier 
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r, 
That’s where we put our rejects 
: Pp i 
}. Truscor (light weight) AMERIKOR (heavy completely during casting, permeability and col- 
Y weight) Cereal Binders improve quality of cast- _ lapsibility are at once increased to minimize the 
““ ings and cut down on the number of rejects. possibility of blows, cracks, etc. 
These cereal binders add flowability, texture Specify Krause Cereal Binders on your next 
: and green strength. Whether bench made— — order — TRuscor, if you like light weight; 
\3 machine made — or blower made cores, no part AMERIKOR, if you prefer the heavy weight. 
P is too small or too remote for accuracy. Cus. A. KRAUSE MILLING Co., MILWAUKEE 1, Wis, 
) And because the cereal burns out rapidly and World's largest millers of dry corn, 
DISTRIBUTORS 
M. A. Bell Co., 3430 Brighton Foundry Supplies Co. Marthens & Co., Moline, Ill. Porter-Warner Frederic B. Stevens, Inc. 
Bivd., Denver, Colo Chicago 16, III. Carl F. Miller & Co. Chattanooga 2, Tenn, Cleveland 14, Ohio 
M. A. Bell Co., 401 Velasco St. J. H. Hatten, Lansdowne, Pa. Seattle 4, Wash. Smith-Sharpe Co Frederic B. Stevens, Inc. 
Houston, Texas Independent Foundry Supply Milwaukee Chaplet & Mfg. Minneapolis 14, Mien Detroit 26, Mich. 
; M.A. Bell Co., St. Louis 2, Mo. Co., Los Angeles 11, Calif. Co., Milwaukee 4, Wis. J , Western Industrial Supply Co. 
4 A. L. Cavedo & Son, Inc. Joseph B. Meier, 96 N. 18th Pacific Graphite Works Frederic B. Stevens, Inc. 208 S. E. Hawthorne Blvd. 
3 R'chmond 21, Va. St _ East Orange, N. J. Ockland 8, Calif. Buffalo 12, N. Y. Portland 14, Oregon 
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BIRMINGHAM FOUNDRY CONFERENCE 


Is Scheduled for Feb. 12, 13, 14 


YIXTEENTH annual Foundry Prac- 
tice Conference sponsored by 
sirmingham District Chapter of the 
AFA will be held at Tutwiler Hotel, 
sirmingham, Feb. 12, 13 and 14. 

Dr. James T. MacKenzie, American 
Cast Iron Pipe Co., Birmingham, is 
chairman, 

Donoho, American Casi 


The five technical ses- 


program assisted by 
Charles K. 
Iron Pipe Co. 
sions scheduled will be 
with luncheons, a management and 
national officers’ meeting, an eve- 
ning of entertainment, plus the annual 
banquet and plant visitation. 

Gosta Vennerholm, Ford Motor Co.., 
Dearborn, Mich., is scheduled as one 
of the technical session speakers. He 
will talk on “Production of Automo- 


interspersed 


tive Type Gray Iron Castings.” 


Honor guest of the conference will 
be Max Kuniansky, Lynchburg Foun- 
dry Co. Inc., Lynchburg, Va., and na- 
tional AFA president. He will speak 
at a luncheon meeting on Thursday, 
Feb. 12. 

D. C. McMahen, Harbison-Walker 
Refractories Co., Birmingham, is in 
charge of the entertainment program 
scheduled for Thursday evening at the 
Tutwiler Hotel ballroom. A feature 
of the program will be the showing 
of the Sugar Bowl film, “Alabama 
Crimson Tide in Action Against the 
Texas Longhorns.” 

W. E. Jones, Stockham Pipe Fi*- 
tings Co., Birmingham, and chairman 
of Birmingham District Chapter of 
the AFA, will preside at the annual 
banquet. 





(Continued from page 130) 

and Painted Post, Elmira, Water- 
town and Oriskany, N. Y. 

from outside the chapter 
Gleason, chairman, and 
tochester 
Jones, chairman, 
chairman, M. 
Heyzel, direc- 


Guests 
included L. 
a 
Chapter; 


Ganzuage, director, 
Elliot 
Frank Bates, past 
Deutschlander and J. 


tors, and M. Greenfield and W. Miller, 
members, Western New York Chap- 
ter. 

Those assisting E. E. Hook, party 
chairman, in directing the evening’s 
activities were H. H. Comstock, D. 
C. Wheeler, F. F. Short- 
Fletcher, A. J. La- 
McBride, William 


Dudgeon, F. 
sleeve, C. M. 
boiteaux, A. J. 


Dunn, B. Artz, D. H. Rishor, Willia: 
Shanning, J. Kratz, John White, J. A 
Feola and Chapter Secretary J. F 
Livingston. 

An old-fashioned home style turkey 
dinner was served at 7 p.m. followe 
by entertainment, drawing for prize 
and refreshments.—John A. Feola 
Crouse Hinds Co. 


New England 


EGULAR monthly 

New England Foundrymen’s As 
sociation was held at the Engineer 
Club, Boston, Dec. 10, with an at 
tendance of over 100 members an 
guests. Bruce Simpson, president 
National Engineering Co., 
spoke on “Mechanization as an Ai 
to Labor Relations.” 

Mr. Simpson showed 
grams taken from the results of 
questionnaire sent to a group of uni 
versity seniors. He called attentior 
to the fact that only 6 per cent o 
the group preferred foundry work 
Some of the reasons for not desiring 
to work in a foundry were dirt, nois« 
dust, smoke and disorde1 
Other reasons were general lack o 
safety and the type of worker ofter 
found in this industry. 

On the subject of mechanization 
Mr. Simpson said that men working 


meeting < 


Chicago 


some _ dia 


general 


in plants generally do not desiré 


(Continued on page 135) 


TWIN CITY Chapter of the AFA heard G. Vennerholm, Ford Motor Co., speak at a chapter meeting in Minneapolis, Nov. 


20. Some of the 150 members and guests who attended are shown above. 


Foundry Inc. 


Photos courtesy M. E. Seaquist, Pufahl 
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BACKGROUND FOR SUCCES 


The quality of materials used in making steel 
and iron is the basis of their ability to meet 
today’s stringent requirements. 


The excellent quality of VANCORAM ferro- 
alloys, consistent from lot to lot, aids manufac- 
turers in the production of steels and irons for 
maximum performance both in processing and 
in use. 

Our metallurgists will be glad to cooperate 
with you on specific applications. 


Makers of , CHEMICALS 
FERRO-ALLOYS and METALS 
ss 


VANADIUM 


OF AMERICA 


420 LEXINGTON AVE., NEW YORK 17, N. Y. 
DETROIT « CHICAGO e CLEVELAND « PITTSBURGH 
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These Annealing Boxes Saved Remarkably on Fuel and 
INCREASED FURNACE OUTPUT 100% 


Here is a typical case from actual piant rec- 
ords showing how substantially Pressed Steel 
Company annealing boxes step up output of 
furnaces. This installation of 22 stands of our 
sheet alloy boxes, in a well known malleable 
foundry, were used to replace 18 stands of 
cast boxes. In addition to doubling the out- 
put, they furnished these four additional sav- 
ings. 

1) FUEL SAVING—Made of light gauge 
welded sheet alloy, they require less fuel and 
time to attain pot heat. 


2) LABOR SAVING—Handle easier and faster. 


3) REPLACEMENT SAVING—Some installa- 
tions of "Pressed Steel" annealing boxes have 


THE PRESSED 


opi 





STEEL COMPANY 


WILKES-BARRE, 


been in constant service for 20 years. 

4) SPACE SAVING—Being less bulky than 
cast boxes, “Pressed Steel” sheet welded 
equipment saves room. 


Upon request to this office, your local 
“Pressed Steel" representative will furnish you 
data on our heat-treating, carburizing and 
other welded 


alloy equip- Send for Our 





ment for high Bulletins 
temperature 

and corrosive 

applications Yj Wn L, 

in foundry and My prrers Yj 

steel mill. Yr smie ~ 
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Industrial Equipment of Heat and Corrosion Resistant WEIGHT-SAVING Sheet Alloys 


* * * 
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(Continued from page 132) 

chanization because of fear of los- 
g a job, fear of working on ma- 
hines and possible salary reduction. 

went on to say that machines do 
yt decrease employment and there 
no such thing as “labor savings” 
it it is rather “labor servicing” 
hich leads to better earnings and 
ore jobs. Merton A. Hosmer, Hunt- 
piller Mfg. Corp. 


Philadelphia 


yYHILADELPHIA Chapter of the 

AFA on Dec. 12 at the Engineers 
lub, Philadelphia, had a spirited dis- 
ission on gating and _ risering. 
peaker Fred G. Sefing, International 


Nar tes 


j 


jickel Co., asked a panel of experts 
neluding E. Roebuck, Gibson Kirk 
Co., bronze and aluminum representa- 
ve; A. Shaw, Olney Foundry, cast 
ron representative, and E. Zeeb, 
Dodge Steel Co., steel representative, 

take his discussion apart where 
iossible. Mr. Sefing, the panel and 
nthusiastic audience participation 
produced a lively session._-E. C. Troy, 
Dodge Steel Co. 


Northern California 


epee E. Dalbey, metallurgist, 
3\iare Island Naval Yard, discussed 

Solidification of Metals’’ before the 
Northern California Chapter of the 
AFA Nov. 14 at the Engineers Club, 
San Francisco. Although his talk 

yvered the nonferrous field, iron 
and steel men found something in- 
teresting in his presentation. 

Mr. Dalbey explained, through the 
equilibrium diagram, the observed 
differences in gating and risering of 
castings that indicate conditions exist- 
ng in the feeding of the casting. He 
explained why different alloys hav- 
ng approximately the same total 

jidification shrinkage will in one 
ase have a concentrated shrinkage 
ind in the other no apparent shrink- 

ge. The type of alloy, the form of 
the crystalline skeleton during solidi- 
fication, the gas content of the molten 
iloy and the temperature gradient 

n the mold are factors controlling 
asting quality. 

Sam Russell, Phoenix Iron Works, 
Oakland, Calif., showed several reels 
of colored films, including shots of 
he golf tournaments in 1941 and 


CENTRAL OHIO: Some of the mem- 
bers and guests of Central Ohio 
Chapter, AFA, who attended the 
group’s Christmas party at Columbus, 
Dec. 15. Photos courtesy W. T. Bland, 
Commercial Steel Casting Co., 
Marion, O. 


1947 and views of many of the local 
football games.—John Bermingham, 
E. F. Houghton & Co. 


Chesapeake 


HESAPEAKE Chapter of the 

AFA held its November meeting 
at the Engineers Club, Baltimore. 
Stanley W. Brinson, master molder, 
Norfolk Naval Yard, addressed the 
group on “Chills and Chaplets.” He 
described and illustrated many of the 
castings improved by proper size of 
chills and chaplets. 

Mr. Brinson stated that chills aid 
directional solidification and permit 
casting of sound sections which oth- 
erwise would have been impossible to 
feed. He advised the use of heavy 
chaplets on top of cores to resist the 
floating forces of molten metal. 

At the October meeting, J. A. Bow- 
ers, American Cast Iron Pipe Co., dis- 
cussed foundry coke. Some of the 
important points emphasized by Mr. 
Bowers included: 

As the size of coke increases, car- 
bon and sulphur in the iron decrease, 





nanganese and silicon losses increase, 
and the melting rate increases. 

Cupola operations are improved by 
wetting coke, using self-fluxing coke 
containing 10 percent lime, and en- 
riching the blast with oxygen. 

Coke may be conserved by having a 
good cupola foreman, making the 
right height of bed, charging the ma- 
terial level, and using the correct 


size and shape of scrap containing a 


minimum of steel.-Jack H. Sehaum, 
National Bureau of Standards. 


Central Ohio 


(y= hundred and twelve members 
of Central Ohio Chapter of the 
AFA attended the annual Christmas 
Party, Chittenden Hotel, Columbus, 
O., Dec. 15. Frank G. Steinebach, ed- 
itor, THE FOUNDRY, spoke on “Recent 
Trends in the Foundry Industry.” 
After emphasizing the size and di- 
versity of the industry by quoting 
production and employment figures, 
Mr. Steinebach reviewed recent de- 
lopments under the three general 


(Continued on page 138) 
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Flask Equipment 





PROMPT DELIVERY 


Cherry Snap Flasks 
Cherry Slip Flasks 
Aluminum Slip Flasks 
Easy-Off Flasks 
Cherry Presser Boards 
Wood Bottom Boards 
Steel Bottom Plates 








THE FOUNDRY 


Accepted as quality standard over 45 years ago, Adams 
Flask Equipment continues to lead the field. Dependable, 
proven performance maintains peak production of high 
quality castings, reduces rejects and lowers production 
Adams durable, 


dividually engineered by experts for your particular require- 


costs. accurate Flask Equipment is in- 


ments. 


or send your 
THE ADAMS 


Dubuque, Iowa. 


Write for descriptive literature, 
specifications for a prompt estimate of costs. 
COMPANY, 800 Foster St.. 
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Steel Bands 
Steel Upsets 
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Aluminum Jackets 


Cast Iron Jackets 


Aluminum Upsets 


in foundry equipment 
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CENTRAL INDIANA: View of the meeting held by Central Indiana Chapter of 
the AFA, Dec. 1, at Indianapolis 


(Continued from page 135) 
headings of technical developments; 
modernization and mechanization of 
plants, processes, labor relations, and 
public relations; and the growth of 
co-operative efforts within the _ in- 
dustry. 

Steine- 
bach’s address was revealed when he 
asked the foundrymen present, “Are 
you now making the best castings 
that you know how?” The present 
situation in the foundry industry fur- 


A major purpose of Mr 


nishes many excuses for cutting back 


on casting quality. In some quarters, 
there is a feeling that 
foundries are showing a tendency to 
reduce quality rather than to face 
the problem squarely and to make 
use of the expediencies and ingenuity 
that have been a traditional part of 
the industry for many years. Found- 
ry reputations are built in difficult 
periods such as the present one. 


growing 


The Foundry Four, barbershop 
quartet from Battelle Memorial In- 
stitute, entertained with a variety of 


old time favorites, and led the group 





CHRISTMAS PARTY: Speakers’ table (above) at the annual Christmas party of 


the Central Ohio Chapter, AFA. 


Entertainment included selections by the 


Foundry Four (below), quartet from Battelle Memorial Institute, Columbus. 
Photos courtesy W. T. Bland, Commercial Steel Casting Co., Marion, O. 
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in singing. Glenn Miesse, sleight-of 
hand performer, added to the holiday 
spirit. A number of flamboyant neck- 
ties and woolen scarves were distrib- 
uted to the members as door prizes 
and the meeting was closed with the 
serving of refreshments. H. W 
Lownie Jr., Battelle Memorial Insti 
tute. 


Central Illinois 


ECOND annual Christmas Part; 
‘7 was held by Central Iillinoi 
Chapter of the AFA at the America! 
Legion Hall, Peoria, Ill., Dec. 13. Thi 
was a ladies night affair and the 
chapter presented each woman guest 
with a gardenia corsage. 

After a sumptious turkey dinner 
served by the Legion and Legior 
Auxiliary, the 300 members and guests 
enjoyed a two-hour vaudville show 
William E. Tharp, entertainment 
chairman, and A. V. Martens, chapte1 
chairman, were in charge of the party 

V. W. Swango. 


Metropolitan 


ORE than 450 members and 
M guests turned out for the an- 
nual Christmas party of the Metropo- 
litan Chapter of the AFA at the 
Essex House, Newark, N. J., Dec. 12 
With plenty to eat and drink and 
good entertainment, an excellent time 
was had by all. 

H. A. Robinson, Republic 
Corp., headed the entertainment com- 
mittee which also included D. Polter- 
man, Whiting Corp., who acted as 
committee treasurer; B. E. Beldin, 
Whitehead Bros. Co.; William Law- 
son, Springfield Facing Co.; Ernest 
Miller, Bethlehem Steel Co.; K. A 
DeLong, International Nickel Co. and 
chapter chairman; and D. W. Talbot, 
Cooper Alloy Foundry Co. 


Steel 


Also included were W. E. Sattler, 
Worthington Pump & Machinery 
Corp.; E. B. Smith, American Brake 
Shoe Co.; D. S. Yeomans, George F. 
Pettinos Inc.; Earl Morrow, Ingersoll- 
Rand Co.; George Adzima, Robins 
Conveyors Inc.; Paul N. Nydegger, 
Singer Mfg. Co.; and Frank B. Elia- 
son, Pennsylvania Foundry Supply & 
Sand Co. 

In spite of the “Blizzard of ’47” 
which blasted the New York area a 
few days before, about 75 members of 
the Metropolitan Chapter of the AFA 
were able to turn out for the Jan. 5 
meeting. It proved to be a most inter- 
esting meeting, with the technical 
talk given by Harry H. Kessler, man- 
ager of Foundry Operations, Sorbo- 
Mat Process Engineers, St. Louis. 
Dick Flinn, American Brake Shoe Co., 

(Continued on page 140) 
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AJAX PARK, TRENTON 5, N. J. 


ASSOCIATE COMPANIES 
AJAX METAL COMPANY * AJAX ELECTRIC CO., 
SINCE 1916 AJAX ELECTRIC FURNACE CORP. ¢ AJAX ENGINEERING CORP. 


IGH-FREQUENCY HEATING- MELTING 
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aly a AJAX ELECTROTHERMIC CORP. 








(Continued from page 138) 
Mahwah, N. J., 
chairman. 

Mr. Kessler, in his talk on “Gating 


acted as technical 


and Risering of Iron Castings,” ex- 
plained in detail the various methods 
employed for the proper gating and 
risering of many types of castings, 
and outlined by charts and drawings 
good practices to follow by 
book” formulas. Highly spirited dis- 


“cook- 


cussions on various phases of the sub- 
ject prevailed ‘throughout the evening. 

J. F. Bauer, Hickman, Williams & 
Co 


Northwestern Pennsylvania 


YT ORTHWESTERN Pennsylvania 
Chapter of the AFA held its 
third annual Christmas Party, Dec. 
22, in the Blue Room of the Moose 





CHICAGO: Views of National Officers’ Night meeting, Chicago Chapter of the AFA Nov. 3. 


Club, Erie, Pa. Approximately 165 
members and guests attended. 

Following a turkey dinner, William 
Doty, American Sterilizer Co., led 
the group in singing; Courtney Wil- 
cox, Cascade Foundry, played the 
piano accompaniment. Surprise en- 
tertainment was furnished during the 
dinner by Frank Volgstadt, Griswold 
Mfg. Co., and William Miller, Frederic 
B. Stevens Inc. 

A floor show from Chicago and 
Cleveland held the spotlight follow- 
ing the group singing. After the 
floor show, Santa Claus—Fred Carl- 
son, Weil-McLain Co.—distributed 
about 25 door prizes. 

Included among the guests were 
Elliot Jones, chairman, and Leonard 
Greenfield, director, Western New 
York Chapter of the AFA. 

The party committee included J. 





J. Farina, chairman, Fred Carlson 
William Bartels, Frank Volgstadt 
Courtney Wilcox, Bailey Herrington 
Stephen Stroup and R. Harding. 
Future plans include a talk by R 
L. Lee, General Motors Corp., at Oil 
City, Pa., Feb. 19, and a talk by 
Carl Joseph, Saginaw Malleable Iror 
Division, General Motors Corp., at 
the Erie Moose Club, Feb. 23 Ear 
M. Strick, Erie Malleable Iron Co. 


Central Indiana 


| Rgrtoaromanngnand 80 
4 foundrymen heard an address or 
“New Developments in Malleabl 
Foundry Practice,” by B. C. Yearly 
assistant general manager, National 
Malleable & Steel Castings Co., Cic 
ero, Ill., at the Central Indiana Chap- 


Indians 


(Continued on page 143) 


At the speakers’ table 


(upper right) left to right, are: National Director J. M. Robb Jr., resident manager, Hickman, Williams & Co., Philadelphia, 


Chapter Vice President Chester K. Faunt, works manager, Christensen & Olsen Foundry Co., Chicago; 


National Presi- 


dent Max Kuniansky, vice president and general manager, Lynchburg Foundry Co., Lynchburg, Va.; Thomas W. Curry, 
metallurgist, Lynchburg Foundry Co., principal speaker, and National Secretary W. W. Maloney 
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VOLGLAY BENTONITE 

















NEWS LETTER No. 6 


REPORTING NEWS AND DEVELOPMENTS IN THE FOUNDRY USE OF BENTONITE 


ARE YOU TEMPERING YOUR SANDS PROPERLY? 


The graphs below show the necessity of having proper "water balance." 

Sands must stand and "age" in order to acquire "moisture 
equalization". Aging allows the moisture to become properly distributed. 

System sand fines such as burned-out clay bond, coal ash and silt 
soak-up much moisture, thus leaving little to properly wet the bentonite bond. 

New sand or facing sand requires. less moisture than old sand. 

When using old sand, the amount of fines and trash present governs the 
amount of additional water to use. 

When sands are tempered by feel, they are usually given more water 
than necessary. If allowed to stand and air dry for a short time, they 
will be stronger and have better molding properties. 

More clay requires more water, less clay requires less water. Do not 
change one without changing the other. The graph shows how small differences in 
the amount of temper water greatly influence the green compression strength. 

Don't blame your bond until you have carefully checked your 
moisture content, the fines and trash in the sand and the grain 
distribution of the sand. 
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AMERICAN COLLOID COMPANY 


363 WEST SUPERIOR STREET-*© CHICAGO 10, ILLINOIS 
Producers of Volclay and Panther Creek Bentonite 
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--PROVE NO OTHER METAL 
CLEANSER IS MORE EFFECTIVE OR AS EASY TO USE. 


Famous Cornell Cupola Flux causes rapid elim- 





EXCLUSIVE SCORED BRICK FORM enables you to flux a 


charge of iron in a few seconds. 


ination of slag and other impurities from 


molten metal—makes it hotter and more fluid. No digging out of container 


Machining departments report a definite im- No weighing. No measuring. You simply toss one brick into 


provement in casting structure. The grain is cupola for each ton charge or break off a briquette (quarter sec 


Chilled sides, hard spots, 


etc. ore greatly reduced 


dense and uniform. tion) for each 500 pound charge of iron, under average condi 
it does not blow out with the 


thereby 


tions. Unlike flux in other forms, 


so are rejects. 


blast but stays in melting zone until entirely consumed, 


Keeps cupolas clean. Famous Cornell Flux 


insuring the fullest efficiency. 


Me CLEVELAND FLUX Gompany 


1026-1036 MAIN AVENUE, N. W., CLEVELAND 13, OHIO 


Manufacturers of lron, Brass and Aluminum Fluxes Since 1918 


forms a glazed or vitrified surface on brick 
over and above the melting zone, prevents 


bridging over” to a great extent, and makes 


drops cleaner 


Write for Bulletin 46-B 








Famous CORNELL 


ALUMINUM FLUX 


Produces clean, tough castings. 
No spongy or porous Spots even 
when more scrap is used. Thin- 
ner yet stronger sections are 
poured. Castings take a higher 
polish. NO FUMES! Exclusive for- 
mula prevents obnoxious gases. 
Metal does not cling to dross. 


Write for Bulletins™ 





Famous CORNELL 


BRASS FLUX 


Makes 
even 


metal pure and clean, 
ings or sweepings are used. Pro- 
duces castings which ' withstand 
high pressure tests and take a 
beautiful finish. Saves consider- 
able tin and other 
metals. Crucible and 
linings are preserved. 


expensive 
furnace 





when dirtiest brass turn- 





THE 


Famous CORNELL 


LADLE FLUX 


Place a few ounces in bottom of 
ladle, then tap cupola. Metal is 
thoroughly cleansed, foreign im 
purities are easily skimmed off 
ladles ore kept clean, 
less patching and increased ladle 
life. Metal temperatures are re 
tained during transfer to molds 


there is 
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(Continued from page 140) 

ter of the AFA meeting, Dec. 1, in 
Indianapolis. 
Mr. Yearly 
ferences observed in the pouring of 
teel, malleable and cast iron. Re- 
cent developments in the casting of 
malleable iron, including new findings 
n the field of crystal growth, were 
utlined. 

James Barrett, foundry 
ndent, Indianapolis plant of Nation- 
| Malleable, presided as_ technical 
chairman. A dinner preceded the ad- 


iress. 


discussed the dif- 


superin- 





B. C. YEARLY 


“Progress Report on Plastic Bond- 
ed Molding Sands’’ was presented by 
Ed Claar, service engineer, Eastern 
Clay Products Co., Jackson, O., be- 
fore 100 members of Central Indiana 
Chapter of the AFA, Jan. 5, at In- 
dianapolis. 

In his talk, Mr. 
that the recent perfection of a dry 


Claar pointed out 


powder plastic material, to replace the 
riginal liquid plastic, has improved 
the mulling and mixing properties of 
the sand coating. 
Tests in a large number of gray 
ron, malleable iron and aluminum 
foundries, covering a wide range of 
foundry practices and geographical 
locations, have indicated that plastic 
bonded sand has good possibilities 
for the future, according to the 
speaker. He added that castings 
veighing 1 to 4000 lb have been 
ade in such sand with reductions in 
rap, cleaning loss, time. 

Franklin Swain, secretary and as- 
Golden Foundry 


sistant treasurer, 


Co., Columbus, Ind., was technical 


hairman of the meeting William 


Mitchell. 


Texas 


PPROXIMATELY fifty members 

and guests of Texas Chapter of 
he AFA met at Texas State Hotel, 
Houston, Nov. 21, to hear Ralph Has- 
ett, pattern 
fexas Foundries Inc., talk on core 
lowing. 


shop superintendent, 


Among the advantages of blowing 
ores, according to Mr. Hassett, are 
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uniformity and corebox 
life. He went on to say that core- 
boxes for blowing operations require 
machined parting surfaces and stra- 
tegic location of vents and blowing 
holes. Hole size and location, and 
type of sand mix and quality of sand 
binders control the direction of flow 
and efficiency of packing of sand in 
the box. 

Following the talk, foundrymen di- 
vided into steel, iron and nonferrous 
for round-table 
Discussion leaders were: 


increased 


discussions. 
Steel—Eu- 


groups 





gene Silver, works manager, Texas 
Electric Steel Casting Co., chairman; 
P. B. Croom, Houston Pattern Works, 
pattern shop representative; Farrell 
Hubert, Able Supply Co., refractory 
company representative. 
Iron—Charles R. McGrail, Texaloy 
Foundry Co., chairman; Arthur Sten- 
zel, Stenzel Pattern Works, pattern 
shop representative; Newall Royall, 
Royall Firebrick Co., refractory com- 
pany representative. Nonferrous — 
John C. Garrott, Garrott Brass & 
(Concluded on page 146) 


CINCINNATI Chapter of the AFA held its annual Christmas Party in the Pavilion 


Caprice, Netherland Plaza Hotel, Cincinnati, Dec. 13. 
Approximately 500 attended, and the women guests received 


with floor show. 


lt was a dinner-dance 


souvenir gifts 








THESE OSBORW JOLT 
help do the job in 1/2 


These new-type Osborn Jolt Rockover Pattern Draw guld 
as set up at a leading steel foundry, are today produc 
in ome shift as were formerly produced j {wc 








THE OSBORN MANUFACTURING COMPANY 
5401 Hamilton Avenue Cleveland, Ohio 





NN SS;’SS = —————————————— 








ulding machines, 
as many moulds 














MEMBER 





MOULDING MACHINES 








(Concluded from page 143) 
Machine Co., chairman; Terry Rus- 
sell, Service Pattern & Model Works, 
pattern shop representative; Henry 
W. Creeger Jr., Electro Refractories 
& Alloys Corp., refractory company 
representative.—W. H. Lyne, Hughes 
Tool Co 


Boston 


 pprniainag Chapter of the Non-Fer- 
rous Founders’ Society Inc., held 
its annual Christmas party Dec. 10 at 
the Neighborhood Club, Quincy. It 
was rather a gala event with the ladies 
being present and a total a*ttendanc: 
of about 100. The party started at 
6 p. m. with a cocktail hour in the 
spacious lounge and cocktail room, 
after which all adjourned to the main 
dining room which was nicely decorat- 
ed for the occasion. An excellent 
turkey dinner was enjoyed complete 
with all the “‘fixins”. 

At the conclusion of dinner the 
chairman introduced the new officers 
for 1948: E. H. Tibbetts, chairman; 
S. Oscar Swangren, vice chairman; 
R. C 
Carlson, secretary. 


Tibbetts, treasurer, and B. A. 
Following these 
introductions the party reassembled 
in the lounge where each received a 
gift of some sort, mostly jokes. 
After much 
presents all returned to the main hall 
where they were entertained for an 


merriment over the 


hour and a half by several outstand- 
ing artists The first was George 
Shower of NBC who sang several 


numbers. Next, Al Libby, “The One- 


Man Show.” He danced, gave imita- 


fond 


NO. ILLINOIS and SO. WISCONSIN: 


tions, kept up a running monologue, 
and topped it off with quite an exhibi- 
tion of ventriloquism. The next artist 
was a charming young G. I. bride from 
Austria, Mrs. Irma Carmichael. A 
professional singer in Europe, she ren- 
dered several soprano solos which re- 
ceived rich applause. Finally Thur 
Hulten sang a few solos and played 
several numbers on a musical saw to 
wind up a very pleasing entertain- 
ment. Dancing until midnight to the 
music of Ken Reeves Orchestra fol- 
lowed the entertainment. The con- 
sensus was that all had a good time. 

David J. Davies, D. W. Clark & Co. 


Chicago 


A* THEIR regular monthly meet- 
. ing on Jan. 5, members of ‘he 
Chicago Chapter of the AFA spent a 
profitable and pleasant evening while 
learning more in general about auto- 
motive castings and in particular how 
Ford Motor Co. produces them in its 
foundries at Dearborn, Mich. Ap- 
proxima*ely 160 members and guests 
attended the dinner meeting at the 


customary place—the Chicago Bar 


* ssociation. 

Principal speaker was E. Claude 
Jeter, formerly foundry metallurgist 
and recently promoted *o foundry su- 
perintendent of the Ford company. 

Mr. Jeter asserted that of all types 
of foundries the automotive foun- 
dries are in the best position *o use 
engineering and control to best ad- 
vantage. Ford Motor Co. recently has 
been engaged in revamping its facili- 
ties to obtain higher production and 





Shown, left to right, at the chapter's 
Nov. 11 meeting are Chapter Chairman John Clausen, Greenlee Bros. Co.; 
George P. Antonic, Walter Gerlinger Inc., and William B. Wallis, AFA vice 


president. Photo by John Bing, A. P. Green Fire Brick Co. 
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more economy through more efficient 
equipment and control. The im- 
proved operations thus far have cen- 
tered principally in the making of cast 
blocks, crankshafts, camshafts and 
pistons. 

The pistons are made of steel, using 
green sand cores in the molds, and 
tolerances are held to 0.015-in. The 
speaker does not regard the future 
of centrifugal casting as particularly 
bright in the automotive field, al- 
though he admitted that some jobbing 
automotive shops are enjoying nota- 
ble success in producing brake drums 
and cylinder sleeves by that method. 

In the opinion of Mr. Jeter, the 
reclamation of sand looms high in 
foundry operations of the future. At 
present, too much sand is discarded 
after use and something must be done 
to eliminate this waste. Among oth- 
er developments which will undergo 
progress in the future are humidity 
control in the cupola and providing 
more adequate air supply to cupolas. 

Next meeting of the Chicago 
Chapter will be held at the Chicago 
3ar Association on Feb. 2. Four 
roundtables will feature the program. 
The Steel and Pattern divisions will 
combine for one of these, while the 
Gray Iron, Malleable and Nonferrous 
divisions will conduct separa*e ses- 
sions.—Erle F. Ross. 


Birmingham 


PPROXIMATELY 110 members 

4 and guests heard C. O. Bartlett, 
vice president and director of sales, 
C. O. Bartlett & Snow Co., Cleveland, 
discuss “Mechanization of Foundries” 
at the Nov. 21 meeting of Birming- 
ham District Chapter of the AFA at 
Tutwiler Hotel, Birmingham. 

According to Mr. Bartlett, more 
and more foundries are being mech- 
anized or modernized daily. Partial 
or complete mechanization offers one 
method by which working conditions 
can be improved and _ productivity 
maintained at an increased rate with- 
out changes in rate of pay. More 
uniformity in casting quality and 
lower scrap losses will result from 
improvements in sand conditioning 
from pouring of hotter metal, and 
from increased orderliness that will 
prevail throughout the foundry. Man- 
agement and workers alike now rec- 
ognize the intrinsic value in mechani- 
zation as that of labor serving, not 
just labor saving. 

Donald C. Abbott, 
chairman, introduced 
members and indicated a substantial 
increase in membership over last 
year, 285 now against 241 a year ago 

J. P. McClendon, Stockham Pipe 
Fittings Co. 


membership 
several new 
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NECKED-DOWN RISERS 


Thiel th ae Ole) a-m -t0> ¢-1-— 
Patterns or Baking! 











Here is a ready-made re- 

fractory breaker core shape 

that will save you untold hours 

of time, material, and money in making 
better quality production castings with 
necked-down, easily removed risers. 
Developed by joint research of the 
Harbison-Walker laboratories and the 
Technical Research Committee of the 
Steel Founders’ Society of America, the 
shape is now available to all foundries, 
in many standard sizes and in any quanti- 
ties. Chart showing recommended di- 
mensions of refractory breaker core 
shape for each riser diameter will be 


sent on request. 


REFRACTORIES COMPANY 
and Subsidiaries 


* 


GENERAL OFFICES 


PITTSBURGH 22, PENNA. 











“TILT 


ROMPTON & Knowles Loom 
C Works, 93 Grand St., Worces- 
ter, Mass., has put into opera- 
tion the first units of its new gray 
iron foundry, which, when completed, 
will cost over $1 million. The new 
foundry is highly mechanized, includ- 
ing cupola charging equipment, sand 
preparation and distribution units, 
and mold conveying trains powered 
by electric locomotives. Special at- 
tention has been given to providing 
adequate illumination, ventilation and 
locker room facilities. 
° oO a 

J. I. Case Co., State St., Racine, 
Wis., has purchased Kilby Steel Co., 
Anniston, Ala., which has been manu- 
facturing farm implements for a year 
for the Case company. Operations at 
the former Kilby plant will continue 
in this field. O. M. Kilby, past presi- 
dent, and Thomas E. Kilby, retiring 
vice president, will enter another bus- 
Imess. 

* * * 

Robertshaw Thermostat Co., 
Youngwood, Pa., Fulton Sylphon Co., 
Knoxville, Tenn., and Bridgeport 
Thermostat Co. Ine., Bridgeport, 
Conn., were merged Sept. 25 under 
the name of Robertshaw-Fulton Con- 
trols Co. John A. Robertshaw is 
president of the new organization. J. 
V. Giesler is executive vice president 
in charge of the Fulton Sylphon Di- 


vision and Bridgeport Thermostat Di- 

vision. T. T. Arden is executive vice 

president in charge of the Grayson 

Controls Division, Lynwood, Calif. 
* * * 

Air Reduction Co. has formed a 
new wholly owned subsidiary, Air Re- 
duction Pacific Co., room 1813, Mills 
Tower, 220 Bush St., San Francisco 
4. It will handle business in the west- 
ern region of the United States. H. 
P. Etter, formerly sales manager of 
the Pacific Coast Division, is presi- 
dent and director of the new com- 
pany. 

* * + 

Industrial Supply Co., 1100 Third 
Ave. S., Minneapolis, has been appoint- 
ed distributor of the entire line of in- 
dustrial hose, belting and packing 
manufactured by Hewitt Rubber Di- 
vision, Hewitt-Robins Inc., Buffalo. 
The new distributor’s territory in- 


cludes Minnesota and North and 
South Dakota. 
7 ° ° 
American Steel Foundries, 410 


North Michigan Ave., Chicago 11, 
has acquired the machine tool busi- 
ness of King Machine Tool Co., Cin- 
cinnati. The business will be op- 
erated as King Machine Tool Divi- 
sion of American Steel Foundries and 
will be operated and managed by 
R. D. Brizzolara and C. F. Elmes. 
Charles F. Muller, formerly president 





C. Moon, Mining Division. 








RESEARCH CENTER: Jeffrey Mfg. Co., Columbus, O., has opened its new 
research center which is equipped to perform tests of sufficient scope to 
permit accurate predetermination of field results, and for construction of ex- 
perimental and pilot plant equipment. Managers of research and develop- 
ment in various company divisions are: A. W. Lemmon, Chain and Material 
Handling Division; J. A. Flint, Crusher and Traylor Division, and Sterling 
L. E. Newell is superintendent of research 
manufacturing and testing 


RESfarcy 











of King Machine Tool Co., has joined 
this facility’s new management staff. 
*~ * oa 


Acme Aluminum Alloys Inc., 232 


North Findlay St., Dayton 3, O., has 
started casting production from two 
newly developed high tensile strength 
aluminum-magnesium alloys. Com- 
pany has added new heavy duty 
X-ray equipment for laboratory 
inspection and quality control of high 
test, nonferrous castings. 


* * * 


American Brake Shoe Co.’s two 
new nonferrous foundries at Niles, O., 
and Meadville, Pa., were opened Dec. 
8 and 9, respectively. The Meadville 
plant, replacing an older plant of the 
division formerly located there, will 
produce bronze bearings and castings. 
The foundry at Niles will manufac- 
ture railroad journal bearings. 


* * *” 


Nye Tool & Machine Co., 4120 
West Fullerton Ave., Chicago 39, has 
purchased the Galesburg (Ill.) mal- 
leable casting plant of the American 
Steel Foundries. Nye company will 
manufacture malleable castings for 
American Steel Foundries and will 
also manufacture its own line 
plumbers’ tools. 

* * * 

Indiana Pattern & Model Works, 
621 Boston St., LaPorte, Ind., and 
LaPorte Machine Tool Builders Co., 
1304 Lake St., LaPorte, have been 
under one firm name 
Ownership 
unchanged, 


combined 
Conrad Corp., LaPorte. 
and management are 
and Otto W. Conrad continues as 
president. 

* * * 

Cleveland Republic Tool Corp., 9615 
Meech Ave., Cleveland, is operating 
the recently purchased Meech Ave. 
Foundry Inc., 9906 Meech Ave., as 
a wholly owned subsidiary under the 
direction of L. G. Luks, vice presi- 
dent. 

* * ‘ 

Gary Pattern Works, 4524 South 
Cleveland St., Gary, Ind., was opened 
recently to manufacture wood pat- 
terns and models. Ed Boldt is man- 
ager of the firm which serves the 
Chicago and Calumet area. 

. o cor 

Herron Stove & Foundry Co. Inc., 
811 West Sixth St., Chattanooga 2 
Tenn., suffered severe losses, Dec. 30, 
in a fire which destroyed a 25-year- 
old section of the plant and damaged 
equipment and supplies. 


oO oO ° 
Air Reduction Sales Co., New 
York, has opened two new retail 


stores for the sale of welding prod- 
(Concluded on page 152) 
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@ New, LOW VOLTAGE with 
ance and arc stability Cae é 
@ New, compact HIPERSIL core on 


ale. + 






@ Uniform, continuous current adjustment = 
i 
Here's good news for welding users . . . and another pione 
accomplishment by Westinghouse in making a-c welding even mor 
economical, efficient and easy to use! 5 

The new Westinghouse “65"" Flexarc A-C Welder overcomes the “~% 
problems of arc instability which formerly limited the use of lower : 
a-c voltages for heavy-duty industrial welding. It now makes available, 
for the first time, a line of industrial, heavy-duty a-c welders built to 
operate with an open-circuit secondary voltage of only 65 volts—the 
lowest as yet achieved for use with all types of a-c electrodes. 

The “65” thus provides the most advanced design of industrial a-c 
welders. Arc stability is assured over the entire operating range of 
welding current without the addition of troublesome gadgets. This 
arc stabilization feature not only aids in striking the arc, but is effective 
in stabilizing the arc during the entire welding cycle. 

Kva consumption is reduced by the lower voltage . . . operating costs 
are cut. Size and weight are reduced by use of Hipersil cores—an exclu- 
sive Westinghouse development—with !3 greater flux-carrying 
Capacity. 

Flexarc ““65"" Welders are available in 500, 400, 300 and 200- 
ampere ratings. Mail the handy coupon below for full details. 
Westinghouse Electric Corporation, Dept. P, Buffalo 5, N.Y. 
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»Westi ' ghouse.... cen t 


PLANTS IN 25 CITIES . OFFICES EVERYWHERE 





Single Operator 
D-C Welders 









Manual Type A-C Welders 
HC, WC-AC, WT-4, Farm Welder 







Automatic 
A-C Welder Welding Equipment 


Engine-Driven 
D-C Welders 





AC DOES IT FASTER, CHEAPER, BETTER 
SMES OUTOFS / 


FASTER: Ease in using heavier electrodes with 
higher currents, and the ability to make excellent 
welds in all positions assure higher speeds on 
all classes of work. 
CHEAPER: ‘“‘No-load”’ losses approximately 15‘; 
of d-c, pays for itself in power savings. 85‘o to 
90°o electrical efficiency as compared to 55‘, 
to 64% for d-c machines. 
BETTER: Westinghouse A-C Welders eliminate 
magnetic arc blow—reduce spatter loss — per- 
mit welding of heavier sections—assure easy 
arc control and sounder welds. 

Investigate Flexarc A-C Welders today—your 
Westinghouse representative can give you un- 
biased counsel on any metal-joining process. 


£. 
; 
E 
E 
% 
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iL THIS COUPON 
Portable and 


YES—send me details on the new Westinghouse 
Bench-Type Brozers 


65"' A-C Welder—also on items checked. 


Automatic Welding Equipment 
D-C Welders 


Name 


Engine-Driven Welders Company 
HF Stabilizers 
Electrodes, | Brazers 
High-Frequency Brazing Alloys | esistance Electrodes 
Stabilizers Arc Torch and Accessories Welding Control | Resistance Welding Contra} 


Address 











Combs sieve bottoms are made of very heavy galvanized 
wire in numerous ‘gauges and mesh. Quantity discounts 
apply . . . it pays in many ways to order extra screens 
for your Combs units. Ask your foundry supply house or 
write us direct for complete price and specification pages 
on the Combs line. 








Steel Rim and Bottom 
For Your Combs 
Riddle Types V and V-5. 


For your Combs 


Type CS Riddle 


Order This Style 
For Your Combs 
CR Units. 





SIEVE BOTTOMS 





wam LIST PRICES wam LIST PRICES 
GAUGE GAUGE 
MESH WIRE V CR cs vV-5 MESH WIRE V CR cs v-5 
2 14 $1.30 $1.80 $2.25 $4.20 5 20 $1.30 $1.80 $2.25 $4.20 
3 16 1.30 180 225 4,20 6 20 1.30 180 225 4.20 
3-1/2 18 1.30 180 225 4.20 8 20 1.30 1.80 225 5.00 
4 18 1.30 1.80 225 4.20 
Discounts 1 to 5—Net )}Can be mixed Steel Rims Type V $3.60 set 
6 to 23-—-5% ~meshes but for Types CR-CS 5.10 set 
24 or more—10% ) same type machine. Type V-5 14.50 set 


DELIVERY NOW IN 2 DAYS 
ON ALL COMBS FOUNDRY 
RIDDLES—SEE YOUR LOCAL 
FOUNDRY SUPPLY HOUSE 


Manufacturing Company 


LEAVENWORTH, KANSAS 





(Concluded from page 148) 
ucts. One is at the corner of Tentl 
and Cherry Sts., Des Moines, lowa 
under the supervision of H. C. Swan- 
son and the other is at 806 East 


Twelfth St., Erie, Pa., under the di- 


rection of Robert J. Huston Jr. 
* * * 

Alfred C. Baechlin, 2033 North 40t1 
St., Phoenix, Ariz., has been appoint 
ed representative for Illinois Testins 
Laboratories Inc., 420 North La Sall 
St., Chicago. Mr. Baechlin will han 
dle the complete line of scientifi 
measuring instruments. 

x * +“ 

Acme Aluminum Foundry Co., 683 
S. Bell Ave., Chicago, suffered a fir 
at its No. 2 plant at 6724 South Chi 
cago Ave., on Jan. 7, causing dam 
age estimated at $150,000. The foun 
dry was remodeled recently at whic] 
time $150,000-worth of new equip 
ment had been installed. 

* * * 

Deemer Steel Casting Co., Nint 
St. & Washington Ave., New Castl 
Del., which was damaged extensivel: 
by an explosion that forced it out o 
operation about ten months ago, ha 
resumed production. The rebuilt foun 
dry has a new cupola charger 

+ * * 

Schloss & Shubart, engineerin 

and sales organization, marketins 


power transmission, conveying anda 


mechanical handling devices through 

out the Rocky Mountain region, hav 

moved from the Boston Building 

Denver, to 1626 Wazee St., Denver 2 
7 + . 


Basic Foundry Co., Huntingtor 


W. Va., recently was incorporated 


by Henry P. Berry and John O 
Gieske, Huntington, and J. E. Bert 
Jr., Oak Ridge, Tenn. 

* * * 

Steel City Pattern Works, 40th at 
Jefferson St., Gary, Ind., recentl 
was opened under the manageme! 
of Allan M. Miller, co-founder: 

* * 

American Wheelabrator & Equi} 
ment Corp., Mishawaka, Ind., has in 
stituted an employee savings an 
profit sharing plan retroactive t 
Jan. 1, 1947. 

° O° °o 

International Harvester C: ( 
Canada Ltd., Sherman Ave., N 
Hamilton, Ont., plans construction « 
a $125,000 plant and foundry 


* 


Arthur J. Ketelsen, 133 West Kalk 


Ave., Orlando, Fla., plans to open 
brass and aluminum foundry 
7 > 7 


Dependable Foundry & Mfg. C 
plans construction of a 34 x 54-! 
building at 1721 Newton St Li 
Angeles. 
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Portion of Sand Conditioning and Distribution System for Recently Completed 10,000 Ton/Mo. Steel Foundry 


FOUNDRY EQUIPMENT ENGINEERING 


.. determination of equipment best suited for the 
production required from the standpoint of total 
tonnage, size of work and percentage of repetitive 


units. 


. design of special equipment; for example, sand 
conditioning and distribution systems, to tie in 
ideally with ‘“‘layout’”’ requirements—drawing upon 
our experience for specifying the most rugged and 
easily maintained component parts. 


. Specifications for all equipment to be purchased 
written openly so that all acceptable suppliers of 
similar items may have a fair chance to submit their 
best price and delivery quotation. 





detailed comparison of proposals submitted 
showing discrepancies from specifications, over and 
under designs, and characteristics of maintenance, 
manufacturer’s service and delivery. 


. . letters to our clients listing salient points of 
comparison between similar items of equipment— 
and indicating our recommendations for the most 


advantageous purchases. 


GIFFELS & VALLET, INC. 


INDUSTRIAL ENGINEERING DIVISION 
1000 MARQUETTE BUILDING, DETROIT 


CUT TRANSPORTATIO 


COSTS “ON THE FLOOR 


WITH 


STANDARD CONVEYOR 


Ww" RE volume handling of 

flasks, jac kets. molds, sand 
and castings is required Standard 
Conveyor Co. can aid you in hold- 


ing handling costs down. 


Standard makes a complete line 
of roller conveyors to meet every 


production foundry need. 


The Standard Conveyor design 
of roller with either shielded or 
sealed bearings provides years of 
trouble-free operation under the 
most trying conditions. Their con- 
struction assures the smoothest 
handling and movement of molds 
and flasks from molding to pour- 
ing station and return. Varying 
combinations, widths, and weight 
carrying capacities are available to 


meet individual requirements. 


» Investigate Standard Conveyors 
for foundry applications either 
in sections or in complete systems 
for every phase of ferrous or non- 
Ask for 


ferrous foundry work. 


bulletin F-28. 


~ 


STANDARD CONVEYOR COMPANY 
General Offices: North St. Paul 9, Minn. 


Sales and Service in Principal Cities 





MOLDING FLOOR 
When molding's complete — loaded on con- 
veyors — jobs move smoothly and quickly 
to next stop. 


STORAGE 
All lined up — ready for pouring and mov- 
ing to shakeout and return to molders 


POURING STATION 
Neatly aligned, the pouring job is sinplified 
— molds can be quickly moved out of the 


way for cooling and shakeout 


Jers — Foon 
CONVEYORS 


ENGINEERED FOR FASTER PRODUCTION 


A 
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ALUMINUM ALLOY 
CASTINGS 


(Continued from page 93) 


or baked cores different mixtures are 
required. 

Baked cores for the 
foundry must have 
same properties as those used witl 
other metals, and therefore the san 


aluminun 
essentially the 


mixes are quite similar. Silica or banl 


sands, or mixtures thereof, togethe! 


with suitable binders and water, ordi 
narily are used. Commonly use 
binders are produced 
vegetable drying oils, petroleum dé 
rivatives, natural and synthetic resins 
cereals, proteins, pitch, or 
tions of these materials. 
Some binders 
strength and others baked strength 
Those used to supply the former ma 
be classified in three 
clays, (2) cereals, and (3) 
synthetic materials. When either firs 
clay or 


mainly fron 


combina 
provide gree! 
groups: (1 
organi 


bentonite is used, only the 


smallest quantity that will provid: 
the required green strength shoul 
be added. 30th permeability an 


flowability are reduced as the cla 
content is increased, and 
amounts of clay 
amounts of water, which means long 
er baking time. More than 0.3 pe 
cent added bentonite results in sub 
stantial oil absorption, which necessi 
tates an increase in the amount o 
oil binder. 

Cereal with 
widely used in aluminum 
as they impart both green and dr 
strength to the cores. In additior 
rapidly 


excesSslvy 


require increase 


binders core oil ar 


foundries 


these binders burn durin 


pouring which increases collapsibilit 
and thereby facilitates core knockout 

Binders in common use for suppl) 
ing baked strength are: Vegetable 
base oils, such as linseed oil; mineral 
base oils, which are unsaturated ps 
troleum polymers; animal oil, such a 
fish oil; cereal binders of the dextrin 
or starch type; and the natural resins 
which include sulphite binder 


rosi 


and pitch. Synthetic resins also ar 
satisfactory. 

While cost of materials enters int 
the consideration of a core sand for 
particular casting, there is obvious] 
no economy in using a lower-cost mi 
if in so doing the number of defe¢ 
tive castings increases. Likewise a 


expensive core mix should not b 
used when its special characteristi 
are not required. However, it is de 
sirable, in order to avoid confusio 
in the plant, to limit the number « 
mixes in use at any one time to 
practical minimum. Some foundri¢ 
distinguish between different types « 


(Concluded on page 156) 
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A Revolutionary New Abrasive 


Tougher 
Because 


it’s 


Annealed , 





by Boetal TGust 


Prolongs 
the Life 
of Your 

Equipment 
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A Size for Every Purpose 





WK ANNEALSHOT is not an ordinary 
abrasive—but a revolutionary, new, 
conditioned abrasive. Annealing by a 
special process makes the shot tougher, 
less brittle and longer lasting. Tests show 
Metal Blast ANNEALSHOT lasts an average of 

15°, longer than ordinary shot. 
ANNEALSHOT has been freed from brittleness. 
Brittleness means pulverization—and pulverization, 


A Size for Every Purpose of course, means waste. 


METAL BLAST GRIT, a product of shot, is of the same 
tough annealed quality. 
METAL BLAST—is not a chilled shot. 
METAL BLAST—is not a soft shot. 
METAL BLAST IS AN ANNEALED SHOT that is gentle on your 
equipment, and gives you a better finish in less time. 
Remember too, that Metal Blast ANNEALSHOT is also more suc- 


Costs No More cessful for peening as well as cleaning—and it costs no more than 


ordinary shot. A trial order will convince you. 


Than Ordinary Shot / sada: iin imal dite sate 
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Take the CURVES in HIGH 
with MILWAUKEE ceatentep 

Adjustable Radius Chills 


Curved or irregularly shaped fillets hold no 
fears for foundrymen who have learned how 
to use these easily adjustable, extremely 
flexible radius chills to gain one or more of 
these advantages: 


® Quick, easy, hand shaping to fit single or 
compound curves along the fillets of cores 
or molds for cylindrical, round or irregu- 
larly shaped castings. 





Adiustable Radius Chills used @ Effective chilling of hub-and-web and rim- 
to chill rim-and-web and and-web fillets of gears and gear blanks. 
hub-and-web fillets in a gear 
casting. @ Eliminate buckling . . . because the rows 
of evenly spaced slots provide “room for 
> pp expansion” when the hot metal contacts 
7 y i the chill 
Pa { fe @ Adjustable Radius Chills are easily broken 
4—9 ia’ | at 1” intervals to accommodate curved or 
are, irregular fillets of any length. 
| v ) @ They effect substantial savings in welding 
) and cleaning costs. 
Adiustable Radius Chills in a Send for Samples and see for yourself 
semi-circular fillet, in 2 sections. that MILWAUKEE Adjustable Radius Chills 


can bring you these benefits, and more. 


MILWAUKEE CHAPLET & MFG. CO. 
1025 S. 40th STREET, MILWAUKEE 4, WISCONSIN 


ae MILWAUKEE 
2 GHAPLET 


A $355 28 





(Concluded from page 154) 
mixes by adding identifying dyes. 

Core sands ordinarily are not re 
used. Where the initial cost of the 
sand is high, however, or the disposa 
of used sand or delivery of new san 
difficult, reuse may be necessary 
Three methods of reclamation are ir 
use: 

1. The sand may be crushed an 
screened and reused as back-up san 

2. The sand may be washe 
scrubbed, and dried so that it can b 
used as back-up or new sand. 

3. The sand can be calcined an 
reused as new sand, as the calcinin 
process removes all organic matte! 

Sand Testing—Testing of incomin 
materials and production control test 
at certain stages of the foundry proc 
ess are necessary to assure that nev 
sand and molding materials are up t 
the required standards and that th 
sand is maintained in the proper co! 
dition for optimum results. By car: 
fully correlating the test results wit 
inspection reports on casting quality 
the sand testing program becomes 
key factor in determining and elin 
inating the causes of some types o 
casting discontinuities. 

Specifications for the required test 


and for the necessary equipment for 


performing them have been carefull 
developed by the foundry sand re 
search committee of the AFA an 
described in the Foundry Sand Test 
ing Handbook. The _ specification 
also cover methods of sampling an 
preparation of standard test spe¢ 
mens. 

To facilitate complete control « 
molding sands, tests of the followin 
properties should be made on a reg 
ular schedule: Moisture, dry an 
green strength, permeability, defor 
mation, sintering, expansion and con 
traction, flowability, clay content 
mold hardness, and _ finenes 
Where lack of personnel or equi} 
ment does not permit complete con 
trol, a minimum basis of contri 
should include at least tests of mois 
ture, green strength, and permeabi 
ity. 

Complete control of core sands r¢ 
quires tests of moisture, bake 
strength, permeability, collapsibilit) 
retained strength, gas evolution, hard 
ness, fineness, expansion and contrac 
tion, green tensile strength an 
green compression strength. Whe 
complete control is impossible, a mil 
imum basis of control of core san 
mixes usually includes tests of mois 
ture, baked or dry strength, permea 
bility, and green strength. 


Editor’s Note: Succeeding article 
series will discuss permanent mold castil 
practice, melting and pouring, casting desig! 
finishing, heat treatment, inspection ar 
quality control. 
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IF YOU WANT BETTER CASTINGS ... 


- SAND - CORES - MOLDS 


SAND RAMMER accurately reproduces 3 SAND STRENGTH MACHINE determines 
the ramming of specimens to be att green or dry compression and shear 
tested for permeability, strength, den- * strength of sand—also deformation 


sity and flowability. to determine plastic strength. It is 
either indicating or recording. 










































satiny, 
MOISTURE TELLER an 





PERMMETER quickly and precisely de- 
termines the A.F.A. standard perme- 
ability of all molding materials. A 
direct reading unit. 





instru- 


ment for either plant or labora- 
tory which flash-dries sand 
n samples for accurate moisture 
determination. 





CORE PERMEABILITY TUBE is 
used with the Permmeter to de- 
termine the A.F.A. Perme- 
ability of baked cores and 
dried specimens. 


GAS DETERMINATOR measures 
volume of gas released by any 
core or molding sand mixture 
—used also to check baking | 
practice. 





TENSILE CORE STRENGTH ACCESSORY 
attached to the Sand Strength ma- 
chine determines tensile strength of 
baked core specimens. 





y BAKING OVEN provides accurate 
control of core baking for core 
research and binder testing. 








CORE HARDNESS TESTER measures sur- 
face hardness of baked cores and dry 
sand molds. 









DILATOMETER: a complete high tem- 
perature testing laboratory. Predicts 
behavior of sand and core during 
pouring, solidification and shakeout. 


” MOLD HARDNESS TESTER determines 
un hardness of green sand molds or 
is green cores—also compressive 
on strength of mold surface in psi. 

. 2951 


HARRY W. DIETERT CO. 


9330 ROSELAWN AVE., DETROIT 4, MICHIGAN 
MOLD - MOISTURE - SULFUR - CARBON 





SAND - 
















The first successful turret 
lathe and the first Roots 
Blower were built inthe same 
yeor ... 1854. We're not 
good because we're old, but 
old because we're good. 





CUPOLA OUTPUT DEPENDS 
ON A DIET. OF 








(Photograph by courtesy of Inland Steel Company. 
from motion picture “The Drama of Steel”’.) 


With cupola output so dependent upon adequate, 
reliable air supply, youll feel more comfort- 
able about production schedules when Roots- 
Connersville Centrifugal or Rotary Positive 
Blowers are on the job. 

You'll especially like our dual-ability to supply 
either type, whichever best meets your service 
requirements, This R-C dual-ability permits our 
engineers to make completely unbiased recom- 
mendations. Further, it enables you to concen- 
trate your blower purchases in one source, with 
full assurance of complete reliability and long- 
time, economical performance. 

If you have not already received our new 
Bulletin No, 120-23-BLL on Foundry Cupola 


Blowers, write us for your copy. 


ROOTS-CONNERSVILLE BLOWER 
CORPORATION 


802 Madison Avenue Connersville, Indiana 





Single-stage R-C Centrifugal Blower 
for foundry cupola service, with a 
capacity of 6,000 CFM. 





According to recollection of oldest 
employees at foundry where this R-C 
Rotary Positive Blower is installed, 
it's been giving dependable service 
for more than 38 years 


ROOTS-(FONNERSVILLE 


OTARY ENTRIFUGAL 





* * ONE OF THE DRESSER INDUSTRIES «+ * 





YS 


A BETTER PLACE 
TO WORK 


(Continued from page 71) 
up the line believe just that. 

Edmund Burke said “no « 
relation is a zealous citizen.” \ 
recognize that no supervisor who 
cold to the health of his men is 
good boss. The looks of a plant, th 
types of its accidents, show up “‘cold 
indifference. 

Like most companies we have bee! 
carrying on a safety program fi 
years. There was a safety depart 
ment when I was hired. Lookin; 


back, I feel that its establishment 


had mostly to do with costs. If th 
monthly reserve for accident insur 
ance could be reduced, costs woul 
be reduced and the prospect for pro 


fits improved. The top management 


was interested in its people, but the 
drive on plant supervision was i 
terms of plant costs, not in term 


of humanities. Plants were full of! 


unnecessary hazards. The overall r 
cord was bad. 
Safety a Good Investment— On! 


in recent years have we realized that 


any amount of expense which make 
a plant safer is a good investment 
Only in recent years have we realize 


that to progress in that there must 


be at the top a willingness vo spen 
generously for safety, and in eacl 
plant genuine enthusiasm for safety 
on the part of all supervisors. Toda) 


we do not think a superintendent or 


foreman who has not that kind o 
enthusiasm is fully qualified for hi 
job. Ability or know-how is n 
longer the only qualification for bos 
jobs; intelligent concern for the wel 
fare of the workers is one of the a 
ditions to the requirements. Also, w 
have time and again found that th: 
kind of person who heads the safet 


department is all important. He must 
be a fine person with a high sense of 


the company’s responsibility to its 
people, and, even more, he must fet 
his personal responsibility to them 
He must have top qualities of leader 
ship. Also, he should be part of the 
president’s department. 

In our company the man happen 
to be our treasurer. This extra burde! 

and it is a big one—obviously di 
not automatically go with the trea 
surer’s job. It was the man, not the 
position, which dictated his selectio! 
some years ago. But he cannot su 
ceed unless his top man, the con 
pany’s doctor, has all of the man) 
necessery qualifications. 

As all of you know, the setting u] 
1f a medical department in a con 
pany is only step number one—al 

(Continued on page 160) 
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HUNDREDS OF FOUNDRIES 
ALL OVER THE WORLD 
ARE USING REDFORDS 
AS AN EFFICIENT LOW 
COST MEANS OF 
PRODUCING SMALL 
INTRICATE CORES 


WRITE FOR 


complete details and new booklet. 


ILLS NEED FOR SIMPLE, FLEXIBLE CORE BLOWER 


The Redford Core Blower has been accepted by cost-conscious 
foundrymen everywhere because it supplies an important need 
in the foundry for an efficient, low-cost method of blowing small, 
intricate cores. It requires no large volume of air and readily 
lends itself to handling a variety of core boxes. In fact, they tell 
us that it is the ideal method of making cores in single or gang 
boxes requiring a maximum of 2 Ibs. of sand. 


SAND CARTRIDGES AVAILABLE IN 9 STANDARD SIZES 


Blower comes complete, ready to use. Each blower provided with one Size 
sand cartridge which is adaptable to a large range of core boxes. 
Cartridges are available in eight additional standard sizes and special sizes 


hed where needed. 


WE HAVE THE “KNOW HOW” AND 
WILL ASSIST YOU IN SOLVING 
YOUR CORE BLOWING PROBLEMS 
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CORE BLOWER 


CARTRIDGE BENCH TYPE 


Users report remarkable increases in 
quality and quantity of production 


When making cores from horizontally split boxes, the work 
of placing driers and drawing the box is done on the base 
of the machine 





The new air operated core box clamping attachment is used 
for the blowing of cores in vertically split boxes. Permits 
maximum table clearance—simple to install, operate and ad- 
just—can be swung to one side to clear table for blowing 
horizontally split core boxes 





y | 


L PHONE: REDFORD 8611 


21315 W. McNICHOLS ROAD 





DETROIT 19, MICHIGAN 





(Continued from page 158) 
time soon proves it to be about the 


only easy step. In a company sucl 
T id 7 . 0 N i | § as ours, whose 60 plants averag: 
only 150 employees, selling the im 

: portance of the plan to our 600 peop! 


in supervision is the really toug 


part. To succeed here requires toug! 
ness all the way up the managemer 
line of authority, and also all tl 
way down that line. But we belie 


we owe it to all our people to |! 
as tough as necessary. 





Our hygiene department—we c: 
it medical—started in 1932 with tl 
employment of an experienced indu 
trial woman doctor. We learns ) 
much about Brake Shoe from he ; 


We believe the best way to test the claims Her reports included such frank iten | 


° ° about our various foundries as: | 
of ony advertiser is to test the products “The salient features of this foun 


yourself. So if you will please fill out the ry are its remarkably neat and orde | | 

attached form, we will be glad to send _ !y spects—and the total absence o! | 

| f th d } F any washing facilities.” ; 
you samp es Oo e pro ucts you care fo Another—“The toilet and chang 
CHECK HERE check. ing facilities in this foundry are ad 
quate—but there are no provisions 

for washings.” 

Still another—“‘One woman work 
in the coreroom and has for man 


MOLDUKO SPECIAL CORE WASH years. There is no woman's toilet 


Uncover Many Improvements 
PERMANENT MOLD WASH (it’s new!) Yes, we did learn about Brak 


Shoe from our first doctor! Throug 
the route of plant X-raying of o1 


CARBON RAISER people, and dust counts, many need | 


improvements were uncovered a1! 
MUDDING COMPOUNDS made. Looking back, I realize that 

in that period we had little conce} 
tion of how far we fell short in gi\ 
PARTING COMPOUNDS ing our people proper working co! 

ditions. An earthquake did the tric] 
and I am still ashamed of the fact 


PLUMBAGO FACINGS that it was a money scare whi 


woke us up. 

‘The caer was 1933. The compan 
STANDARD CORE WASHES & CORE PASTES was in red ink for the first time 
history. Returning from a plant 
visiting trip to the Pacific coast 


LADLE WASH telegram was handed to me adie 


the train left Omaha. It read 
PIPE REDUCER “Thirty-four silicosis suits totalling 
$2,700,000 have been filed in beha 


of Chicago Heights employees.” 









































Please send me samples and further information on the products checked above. I had a lot more hours of trail 
ride to think that over! Visualizi 
Name Title the possibilities on the money side 


this was only one of our then 
foundries—our tangible net wort 
was under $25,000,000. From th 
human side we in managemer 
thought we were doing a job of mal 
ing our plants proper places to wor 
But the question on that train was 
were we? 

Then for a while I comforted my 
self with the racket angle. Some 
lawyer had spent lots of time build- 
ing up the group and organizing 

(Continued on page 162) 


Company 


Address 





SUPERIOR FLAKE GRAPHITE COMPANY 


Manufacturers of mold and core washes, facings, 


mca A parting compounds, core paste, carbon-rciser. 


/ - TELEPHONE: RANDOLPH 7939 


33 So. Clark Street Chicago (3) m. 
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practical experience 


produced these “reliables”’ 







—easily portable on any floor, 
easy to operate. Manual 
effort has been effectively 
minimized. 

4-inch diameter jolt cylinder 
10-inch diameter squeeze 
cylinder 


NO. 72-28 JOLT SQUEEZER 


—a husky machine with an 
enviable record for accuracy ‘ 
and durability in continuous am 
high-production service. 


4-inch diameter jolt cylinder 


10-inch diameter squeeze 
cylinder 


It's an important point: 
Arcade is both a manufacturer and 
user of molding machinery — knows 
foundry needs, builds good machines to 


meet those needs. 


ARKCAD 
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Now in development at Arcade is a full 
line of molding machines to meet the needs 
of every size and type of foundry. 


It's a good idea—and a good time—to 
talk to Arcade. 


MANUFACTURING DIVISION 


ROCKWELL MANUFACTURING COMPANY 


FREEPORT, ILLINOIS Gi) 
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HAUSFELD 
FURNACES 


Mose 
edhe) 3 > 


OR FUEL OIL . 


ARE MEETING EVERY EXACTING 
REQUIREMENT 


FURNACES FOR 
BRASS « ALUMINUM e MAGNESIUM 
AND ALL OTHER 
NON-FERROUS ALLOYS 


HAVE YOU INVESTIGATED THEM 
FOR YOUR MELTING PROBLEMS? 


The Campbell -Hausfeld Co. 


300-320 MOORE ST. HARRISON, OHIO 
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(Continued from page 160) 

this suit. On the other side wer 
the questions: Were we really going 
all-out in eliminating danger? Did 
we as yet realize just what were the 
“possibles” in working conditions for 
our men? The answer to that was a 
definite “No.” 

During the next period of months 
we did not enjoy those law suits. To- 
day I say they were one of the best 
things that could have happened to 
us and especially to me, a fairly new 
chief. From then on, improvements 
in working conditions began to get 
top priority in our company. 


Yesterday’s Foundries—And that 
leads me to take a minute to remind 
ourselves what terrible places found- 
ries used to be. During vacations 
while in college, forty years ago 
I worked two summers in a small 
machine shop which had, as one of 
its lean-tos, an iron foundry in which 
I also worked at times. It was prob- 
ably worse than the average, but I 
am sure it was typical of many of 
the old-time foundries. The pay rates 
were about the lowest, and the work- 
ing conditions the poorest in that 
vicinity. It was hard work. It was 
extremely hazardous work. 

Part of the inherent resistance of 
young men to a foundry job today 
comes out of this past history. A 
foundry was really an awful place to 
work. This generation still hears of 
the terrible burns suffered by molders 
of those early days. The toughness 
necessary to be a foundry worker 
was real. There are still some found 
ries in this country with disgraceful 
conditions. We have a bad record 
to live down. But today the foundry 
can be as healthy, as clean a place 
to work as any machine shop 

And the modern foundry is clean 
and healthy, thanks to management's 
having been awakened to the situa 
tion, and to the fine work being car- 
ried on by the Industrial Hygiens 
Foundation, which has formulated 
standards and suggested methods 
and practices by which these stand- 
ards can be achieved. 

A New Foundry Concept—We need 
not only better working conditions 
but the best possible working con- 
ditions. Today, you and we have a 
new conception of what the foundry 
ought to be. First, irrespective of 
expense, we must eliminate the sili 
cosis and lead poison hazards. Every 
part of every plant must be better 
lighted than even the expert says is 
necessary. Every possible safety haz- 
ard, irrespective of cost, must be 
eliminated. There must be cleanli- 
ness, good air and the best tempera- 
ture possible to maintain. 

(Continued on page 164) 


THE FoUNDRY—February, 1948 




















' 


ona. w~ 


348 





i 


Vd ue i 


my 


HYDR 


lil 


gt emanns 


ser. 


Chicago 47, IMlinois 


HE FoUNDRY—February, 1948 















What Hydro-Blast will do for you is clearly shown by 
the remarkable results achieved in more than 75 lead- 
ing foundries. 


Without exception they report cleaner castings; faster 
cleaning-——an end to the too-familiar cleaning room 
bottleneck; sharply reduced 
costs; and as a_ welcome 
‘plus,’ cleaner air, to the 
satisfaction and benefit of 
management and workers. 
Investigate what Hydro-Blast 
will do for you: costs nothing 
~ to find out- may cost a great 
~ deal not to. Write us concern- 
ing a talk with Hydro-Blast 
engineers. 


2550 NORTH WESTERN AVENUE 





e cleaner castings e lower cleaning cost 
eacleaner shop WiTH HYDRO-BLAST 
.dagd ERIE ENGINE and MFG. CO. 
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Operated by A. P. Smith Mfs. Co., East Orange, N. J. 


Upkeep on this magnet 
averaged only *5 a year 


There’s good reason to ex- 
amine this magnet closely. It 
looks like new . lifts like 
new—but isn’t new! 


This 45 inch Ohio Magnet 
is 22 years old. It has seen 
continuous service in a New 
Jersey scrap yard since 19285. 
The magnet was returned to 
us recently for repairs to a 
ground in the terminal box. 
Disassembly was totally un- 
necessary .Time out of service 
amounted to only a few days. 


Total cost was less than 
$100—less than $5 a year 
for 22 years. 


Naturally we'd like to 
claim that all Ohio Magnets 
give the same amazing serv- 
ice. Varying conditions of op- 
eration, however, make that 
statement impossible. From 
experience we can say: Heav- 
ier construction increases 
Ohio Magnet life. Extra 


THE OHIO ELECTRIC MFG. CO. 


5910 MAURICE AVE. 


Y 





weight is distributed through- 
out copper coils, insulation 
and steel frame—for greater 
lifting efficiency. 


An Ohio Magnet quickly 
pays for itself because you 
move scrap directly to where 
you want it in one operation— 
in magnet - minutes instead 
of man-hours. And lower 
maintenance cost makes 
an Ohio Magnet an even 
sounder investment. Call on 


Ohio: a leader in magnetic 
materials handling. 





also a leading name in 


the small motor field 


CLEVELAND 4, OHIO 





(Continued from page 162) 

There must be as little lifting an 
carrying as possible. There must b 
a decent wash and locker room, wit 
ventilation so that men can showe 
and change clothes in comfort, an 
not have to put on damp work clothe 
tomorrow. There must be a clea 
place to eat. As far as is humanl 
and mechanically possible, our jo 
is to give each man conditions w 
should like, were we working in hi 
place. This is not only a huma 
obligation; it is the only way w 
can gather into our working forces 
decent, competent young men—th 
only way we can successfully com- 
pete for them with other industrie: 

Fundamentals are such today that 
competition as to wage rates has 
been largely eliminated. But there is 
still a basis of keen competition—‘“A 
better place to work.” 


Get the Best People 


If you “rate” the best people in 
the trade you need, gradually you will 
get them. As you do, costs will | 
affected and profits improved. Man- 
agement has always known the im- 
portance of right people. In the old 


cays you went out and looked for 


them. In recent years we have re- 
alized that to get them we must earn 


the reputation of being “a _ better 
In the future, no 


place to work.” 
plant will “rate” the best people with- 
out a successful medical department 

If we are really sincere in this ob- 
jective, management will be afrai 
not to give the hygiene departmer 
what it requests and needs for th 
successful operation of its progran 
For most of our foundries it has 
meant and will continue to mean, as 
medical knowledge advances, larg: 
capital expenditures. 

In the old days when a capital ex 
pense was recommended, directors 
would ask: ‘Will this reduce costs? 
or “Will it increase capacity?” T« 
day the attitude is different. Ws 
know there are many capital expen 
itures we cannot afford not to mak: 
although of themselves they neither 
reduce costs nor increase productior 

First among these are the plant 
changes which make healthier work- 
ing conditions. As an example, w 
finally have reached the point wher 
the purchase of expensive additional 
heating units, made necessary b 
more rapid exhaustion of the air, hav 


ceased to be unexpected. In our 


own new Elyria, O., foundry, in a 
dition to exhausting at the source, 
complete change of atmosphere o¢ 
curs every six minutes. On the shor 
of Lake Erie this means lots of hes 
units are necessary in the winte 


(Continued on page 166) 
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Qualitt, Coritiol in the foundry | 
a job for PYROLANCE! 


Quick, accurate temperature readings cf molten metal are reason 
enough why so many non-ferrous foundry operators depend on the 
Alnor Pyrolance! The protected thermecouple, with adjustable angle 
head, is mounted in the lance tip—takes temperatures below the 
surface, unaffected by dross or other conditions. And the rugged 
pyrometer movement gives accurate readings—quickly, of course. 
A well-balanced, easily handled instrument you'll like from the first 


time you try it. 


3 





ahd ae eR Nats SUN Ab Ts) 
ILLINOIS TESTING LABORATORIES, 


RP SB Ss 


INC., Chicago 10, Illinois 









Illinois Testing Laboratories, Inc. 
\ Rm. 511, 420 N. LaSalle Street, Chicago 10, Illinois 

( ) Send f Bulletin 1724-D j 
GET THE WHOLE STORY! ae 
Get a copy of this inf ti Bea, ara aca a RE ES eee ae hes ca con aa eae 
Pyrolance bulletin. Includes photos, II «ob cn cu one donee eeadendddeesksadensasesabanaan 
complete descriptions and prices. Use 


EET ET OCTET RE COT COTE OTT vines eae ake ae caenaeeee 
this coupon. — 
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MANHATTAN Snagging Wheels for 
Stand Grinders Swing Frame Grinders 


Incentive systems require that the tools put into the 
hands of the worker be engineered more closely 
than ever before. Operators want fast, free cutting 
Grinding Wheels. Management is desirous of giving 
them what they want, but must also keep constant 
vigilance over total costs. In this respect the com- 
petent services of Manhattan’s Field Engineers will 


ably assist you in the controlling of these vital details. 


Manhattan Snagging Wheels consistently show in- 


creased production at no extra cost. 


ABRASIVE WHEEL DEPARTMENT 








am RAYBESTOS - MANHATTAN rnc. 









a eS are 88 ~ ae 
a ey ‘ , a 
ie en : trite. 
MANHATTAN RUBBER DIVISION PASSAIC, NEW JERSEY 
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(Continued from page 164) 
That small plant is equipped wi 
five hydroclones having a total . 
pacity of 85,000 cubic feet of air ; 
minute. cach week we remove 
cubic feet, of sludge. 

Knowing Company People Sir 
the time I started in Brake Shoe, t 
president’s job has greatly chang 
In the early period his most imp 
tant responsibility, and it took a ve 
large portion of his time, was selli: 
Today’s number one concentratior 
the problem of company people 
is now more important to concentr: 
on knowing them than on know 
customers. This human side se 
fuller of seemingly unsolvable pr: 
lems than does sales management 

We must build our human relati 
on the basis of the debt a compa 
owes the people who make its st 
cess. This indebtedness is definite 
must and can be met. 

The first requirement is to eg 
men the right kind of bosses—decent 
fellows whom the men under th 
know to be square shooters. Suc! 
boss has to be a fine human being 
men are to like and respect him. T! 
must feel he will fight his own bi 
if that is necessary, to better th 
lot. He must be willing to stick 
neck out for his men where net 
sary. These qualities are even mor 
important today in supervisory pi 
tions than technical know-how 

Making a company “a better pla 
to work” involves a respect for 
ideas and suggestions of everyons 
the point of being willing to try a 
suggestion that seems even a f 
gamble. Where possible, employ: 
should be consulted before maki! 
changes which directly affect the 

Building Interest in Hygiene 
large portion of my time is spent 
iting plants. My average has bs 
50 such visits each year—to an 
erage of 35 different plants. Bar 
ing the safety and hygiene depar 
ments is one of the prime object 
If the president himself runs int 
shortcomings, that does help 
each place there is time for a ti 
with our nurse in the presence 
the superintendent. With him th: 
you get a chance to strengthen |! 
hand—-slip her an ace or two. Y 
can tell her how important to t 
company are the human things s 


can do for company peopl As 0 
plants are small she gets many « 
portunities to help the families, a 
you discuss this, trying to increa 
the amount of such help 

There is no better route to impr 


ing foremen’'s attitudes toward th 
men than building interest in the 
health and safety, and their lin 


(Continued on page 168) 
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This Foundry Is A 
Good Place To Work 


? 


This Midwest foundry, producing a wide variety of 
miscellaneous castings for diversified industries, can 
take great pride in the fact that it is a good place to 
work. Ventilation equipment has been installed to 
eliminate sudden temperature changes insofar as 
possible. Dust control and collection apparatus is 
used. Most of the old time back-breaking operations 
are done by machinery. 


This foundry is a good place to work also because its 


production is maintained at a steady, high level. 
Peaks and valleys in its operation are reduced to a 
minimum. Employment is stabilized. A large measure 
of this high production is due to the use of Herman 
molding machines. Uniformly perfect molds result. 
Herman machines provide patented roll-over action, 
180 degrees roll-over with power applied on only 90 
degrees of the roll. Proof? A Herman service en- 
gineer is near you. Just call, wire or write the 
address below. 


MOLDING H E I m Q ni MACHINES 


HERMAN PNEUMATIC MACHINE CO., UNION BANK BUILDING, PITTSBURGH, PA. 
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NORTH ¢ EAST ¢ SOUTH WEST + 





IT’S SCHRAMM 





To 
oe 


The rtirn Compressor You Like to Operate 


COMPACT . . . no waste space, 


compressor and engine coupled 
into a single, rigid, permanently 
aligned unit... balanced to reduce 
wear and increase ethciency! 


lig htweig ht . Portables 


ree for ok handling to 
and from the job, stationary units 
vibrationless. 


easy fo start .. . Just 
push the built-in electric starter, 
and the Compressor starts . . . to 


give you a continuous amount 
of air. 





TOOLS FOR THE JOB 


Schramm Inc. also has a com- 
plete line of Pneumatic Tools to 
offer and recommend tor opera 
tion by their Compressors 

These include Rock Drills, 
Paving Breakers, Trench Diggers, 
Clay Spades, Backfill Tampers, 
Tie Tampers, Sheeting Drivers, 
Demolition Tools, Chain and 
Circular Saws 

Write for bulletins and prices 











. For these reasons users of Schramm Air 
Compressors have said they /ke to operate 
both stationary and portable Schramm units. 

Other features, however, enter into the 
usefulness of Schramm. There’s 100% water 
cooled feature, allowing you to operate 
Schramm perfectly both summer and winter; 
mechanical intake valve, forced feed lubri- 
cation, to mention a few. 

Schramm features make them the Air 
Compressors ideal for your many jobs. . . 
and the reasons they're specified North, 


East, South and West. Write today for data. 


NOW AM 


THE COMPRESSOR PEOPLE © WEST CHESTER © PENNSYLVANIA 
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(Continued from page 166) 
| communication is clearest when they 
talk with the man about his family 
and their health. 

If that is your objective do not try 
doing hygiene work by edict. It can 
only be done by teaching. Before 
you can do a good job of teaching 
you must know your students. The 
medical department must know the 
men in plant supervision or it will 
get nowhere. The department’s ap- 
proach must be teaching—a minimum 
of telling. 

The weak hygiene departments of 
today lack ability to be effective 
much more seriously than they lack 
knowledge of hygiene. In many cases 
this is because the head does not un- 
derstand the human elements _in- 
volved, and in many more cases it is 
| because he has not the effective back- 
ing of company officers. There is 
no greater waste of material than an 
able medical head in a company 
where the tops have the right ‘“pat- 
ter’ and the wrong hearts. Actually, 
the executive who isn’t deeply inter- 
ested in eliminating all hazards does 

not qualify otherwise in this period 
' when human relations are at last get- 
ting the recognition due them. 

Medical Department Hurdles—This 
brings us to our real problem. How 
are we to make effective today’s hy- 
giene knowledge? Let’s recite just a 
few medical department hurdles 

First and foremost of these comes 
in companies where senior officers do 


| not feel or accept a personal responsi- 
bility for the department’s effective- 


ness. 

Second, and as serious, are not only 
the hurdles but unjumpable fences 
made by budget controls in many 
companies. Time and again budgets 
are deferring to tomorrow, expendi- 


| tures which for the men in the com- 


pany are “musts” today. 

The resistance which comes from 
operating people who suspect the 
medical people of trying to run their 
show. 

Lots of other things need doing in 


| a hurry; perhaps the new safety 


change will be forgotten. 

A greater operating willingness to 
gamble on new production ideas than 
to gamble on the new ventilation 
“possibilities” recommended by an in- 
dustrial hygiene engineer. 

The lack of efficient and effective 
follow-up all over the company map. 

It takes selling ability for this job 
but so for the family doctor does a 
“good bedside manner.” Should we 
say in our work “a plant side man- 
ner’ takes good selling? 

In a jam, an impartial arbitrator 
is sometimes necessary — hence 

(Continued on page 170) 
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RENIN O 
BOND 


WRAAT 


Revivo is outstanding in respect to 
low initial cost, durability, and low 
cost per ton of finished castings. 


Revivo gives you moderate green 
and dry strength, high flowability, 
and easy shake-out. 


j \ WHERE | 


Use Revivo to get lowest cost in 
production systems and for large 
castings where a high sintering point 

is required. 











...and remember: ECP, with its five distinct types 
of bond clays and their many combinations to 
choose from, is always in position to give you 
exactly the right characteristics for every job, as 





' well as the greatest bond strength per dollar. 
| EASTERN CLAY PRODUCTS, INC. 
’ JACKSON, OHIO 
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of ordinary 






magnet chain! 


TAYLOR MADE 
TRIPLE MAGNET CHAIN 


HERE IS THE REASON WHY! 


A 60-degree twist in two of the three 





connecting links keeps all links of legs 
perpendicular to each other—a patented 


feature that climinates wear. 


Tavtor MADE Triple Magnet Alloy 
Chain stays on the job two to three times 
longer than conventional magnet chain. This 
improved chain eliminates twisting and kink- 
ing...the cause of excessive wear in ordinary 
magnet chain. It is built of TAYLOR MADE 
Alloy Steel Chain to give greater resistance 
to shock...grain growth and work-hardness— 
eliminating periodic heat treatment. 

Such safety and economy has never before 
been available to users of magnet chain. This 


T M chain is a real contribution to material 





handling. Write the factory for more details. 


CONVENTIONAL 


TRIPLE MAGNET CHAIN. $- G. TAYLOR CHAIN COMPANY 
pepTr. S-2 BOX 509, HAMMOND, INDIANA 
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(Continued from page 168) 
“health” should report to the home 
office. 

Medical Department Needs—There 
are many needs: All the exhaust 
equipment in the world will not do 
the job unless it is properly and in- 
telligently used. Foremen must be 
educated. 

There must be willing co-operation 
with local and state public health de- 
partments. 

There must be a willingness to help 
neighboring plants in every possible 
way. 

It is wise to get workers’ sugges- 
tions, for this helps acceptance of 
protective equipment where needed 

There is the responsibility to pool 
ideas with hygiene associations. It 
is the shortest route to evolving sat- 
isfactory corrective methods, and 
thereby providing safe working condi- 
tions. 

To the extent we can afford we 
must support scientific research here 
as we do product research. 

In our company each plant man- 
agement has clearly shown an atti- 
tude of apparent co-operation. Con- 
fidence in the medical department 
continues to grow, but in many places 
the end result is procrastination. 

Let me illustrate. Each fall our di- 
visions submit in detail their capital 
expenditure budgets for the next year 
They are classified as “necessary,” 
“advisable” and “optional.”” For years 
all items which improve working con- 
ditions have, under company policy, 
rated the “necessary” classification 
In spite of that, last fall I found 
many such expenditures rated as ‘“‘ad 
visable” or “optional.” Again the 


” 


tendency to postpone. They were all 
reclassified to. “necessary” by m«¢ I 
hope this will not occur again. 

The Medical Director—I should lik: 
to say a word about the kind of 
medical director it takes to look afte1 
industrial health. 

He must be tops in medical integ- 
rity; more jealous of his standing and 
reputation as a medical man than his 
position in the company; unwilling to 
compromise his medical opinion to 
conform with ill-advised wishes of 
the company. 

He must insist on the adoption by 
the company of moral standards and 
ideals in its medical program, and 
see that these are lived up to—other- 
wise the employees’ faith and confi- 
dence in the program will completely 
fail. 

Obvious examples of this are 

1. A completely frank and open 
sharing with the employees of phys- 
ical conditions discovered in health 

(Concluded on page 172) 


THE FOUNDRY— February, 1948 











Th 











modern 
foundry 
practice... 


= 
onl Sens F 
ipiee © Ng om Sey 
a . . 


= 








- +. DUST CONTROL | 
FOR 
PRODUCTION LINE SHAKEOUT UN 


<a 


Ts 


: - hs? od : ; 
ae * : i 
7 a” * + 
Ais 
Ki — “ - 
& $5 . 
fe y ’ 
ates 4 & Pa Me ‘ as 
- 


lnstalled by KIRK »> BLUM 











i: re are the Castings move along inclined shakeout 
Red 1h the large grate, opening hinged gate automatically 
ui Hated above. And by contact, and castings drop into conveyor 
linent amon< Mioderh equipment baskets. 
Bimaive separate KIRK & BLUM Dust Con- Other examples of KIRK & BLUM air- 
eet Systems. The unit illustrated is installed engineering are illustrated and described 
Paes the production line shakeouts. Note how in the latest edition of booklet M, ‘Dust 
Ber the equipment has been designed for non- Collecting Systems in Metal Industries." 
ai interference with foundry production. Write for your copy today. 
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THE KIRK and BLUM MFG. CO. rt : . 
2808 SPRING GROVE AVENUE pero : // Sa 
CINCINNATI 25, OHIO ; 
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(Concluded from page 170) 
surveys. In Brake Shoe Dr. Hamlin 
tells silicotics that they have silicosis. 

2. A rigid procedure of handling oc- 
cupational claims solely on the med- 
ical factors irrespective of personal 
factors which might point to dif- 
ferent handling. 

3. A strict observance of the doc- 
tor-patient relationship. Medical files 
must be privileged. 

4. Physical examinations must not 
be used for “weeding out.” An em- 
ployee should never be discharged as 
a result of findings of a physical 
check-up. However, if essential to 
his health, a change in type of work 
often is indicated. Further, a pre- 
employment examination should be 
considered as a “pre-placement” ex- 
amination for the express purpose of 
placing a man at a job which he is 
physically able to handle. 

The medical head should be a pas- 
sionate and tireless combatant in his 
strife for better working conditions. 
He must feel in his soul a responsi- 
bility to every man, every woman in 
the company, and to their families. 
He must have real qualities of leader- 
ship, and also be a damn good fighter 
if the hygiene department is to suc- 
ceed in its objectives. As between 
management and workers, he must 
visualize his responsibility to be that 
of the workers’ representative at the 
management table. He should be the 
kind a president takes orders from, 
and gets a thrill out of backing 
against opposition—and incidentally 
it is helpful if the whole organization 
knows just that. 


Remove Senior Officer 


How effectively or how badly a 
medical department functions should 
be one of the many useful yardsticks 
for directors when they are wonder- 
ing whether or not the company 
needs a new head. After all, the 
most important part directors have 
to play in management is promptly 
removing the senior officer when 
overall he is found not up to his job 

yes, and without wasting time 
about it. 

By the same token, with today’s 
competition for the most intelligent 
and efficient workers, stockholders 
cannot long afford directors who do 
not realize the importance of top 
health and safety conditions in their 
company’s plants, nor managements 
which do not spend whatever money 
is necessary to give plant people the 
maximum of health and safety as- 
surance. 

Let me admit that the “possibles” 
I have outlined represent high stand- 
ards—but surely they are not too 
high. Doctors who practice the pro- 
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fession of industrial hygiene, who re- 
search in this important field, and 
the Industrial Hygiene Foundation, 
are blazing a trail to greater security 
and productivity throughout industry. 
It is our responsibility to follow, to 
make every one of our plants “a bet- 
ter place to work.” 


CUPOLA CHARGE 
CALCULATIONS 


(Continued from page 89) 

Trial Charge—Using a preliminary 
trial as a starting point, the ma- 
terial selected for the 3000-pound 
cupola charge—together with weight 
of adjusted charge, which will be ex- 
plained later—consist of those tabu- 
lated below: 


Weight Weight 

(Preliminary Adjusted 

Material Trial) Charge 
Foundry pig . 300 300 
Malleable pig .. 425 425 
Autocast scrap.. 625 625 
Foundry returns 500 500 

Briquetted 

borings 325 325 
Steel 600 550 
Special alloy pig 200 200 
Silvery pig 25 75 
3000 3000 


The analysis of these materials 
may be compared with that desired 
in the melt. It can be seen that the 
chemical composition of the foundry 
returns, autocast scrap, and _ bor- 
ings approximates that desired in the 
product. Returns and borings must 
be reworked to use them up. The 
aforementioned materials plus. the 
foundry and malleable pig account 
for about 70 per cent of the charge, 
and by their quantity tend to stabilize 
the composition at that required in 
the melt. A large portion of the 
silicon and carbon required is sup- 
plied by the foregoing materials. The 
foundry pig is too high to meet the 
phosphorus specifications but slightly 
lower in cost than the malleable pig. 

The steel portion of the charge is 
useful in many ways by its radically 
lower contents of carbon, silicon, 
phosphorus, and sulphur. If desired, 
carbon in the melt may be lowered 
considerably by using more steel in 
the charge and by selecting slower 
melting scrap steel of heavier section 
thickness. Silicon, sulphur and phos- 
phorus may also be lowered by the 
use of steel. 

Silvery pig and silicon briquets 
provide a means of raising silicon 
content, the special alloy pig is the 
source of increased nickel, chromium 
and silicon elements in the charge. 





Analysis Calculations—The gross or 
average per cent of each element en 
tering the cupola may be computed 
To do this the gross weight of the 
element in the charge is divided by 
the total weight of the charge. Be 
cause of its importance in gray iron 
silicon will be used as the basis of 
this preliminary calculation. 

Weight of the silicon in each ma 
terial is found by multiplying the 
per cent of the silicon present by th« 
weight charged. The sum of th 
weights of the silicon in each iten 
charged is the gross weight of th: 
silicon in the charge. These calcu 
lations are summarized in Table II 
The gross per cent silicon charge: 
then is 69.36 — 3000 x 100 = 2.31 per 
cent. This figure falls in the silicon 
specification range but has not been 
corrected for melting losses. 

‘he net analysis represents. the 
analysis which it is expected to tay 
from the cupola. It is obtained by 
correcting the gross analysis of the 
charge for anticipated composition 
changes from oxidation or contamina- 
tion from coke, flux, or dirt entering 
the cupola. The magnitude of such 
corrections is ascertained on the 
basis of past experience with the 
melting practice followed. For this 
case, it will be assumed that previ- 
ous melting practice has established 
the corrections tabulated in Table III 
It must be emphasized that these 
corrections hold only for the melting 
conditons operative in a particular 
foundry. 

Correcting the gross per cent sili- 
con charged for a melting loss of 10 
per cent, 2.31 — (2.31 x 0.10), the 
net per cent silicon that may be ex- 
pected in the melt from the origina! 
mixture is 2.08 per cent. This figure 
is below the specification limit for 
silicon so that the initial mixture 
must be adjusted in such a manner 
as to increase the amount of avail- 
able silicon. 

Adjustment of Mixture — Adjust- 
ment of the initial charge selected is 
essentially a trial and error process. 
Since the silicon calculation gives a 
low net percentage, it is necessary to 
increase the amount of silicon—rich 
metal in the charge. An estimate of 
the amount of increase necessary 
may be obtained by the following 
process. 

a. Silicon desired = 2.25 per cent. 

b. Gross silicon required allowing 
for 10 per cent melting loss = 2.25 
0.90 = 2.50 per cent 

c. Pounds of silicon which must be 
charged to obtain 2.50 per cent gross 
in a 3000-lb charge; 3000 x 0.0250 
75 Ib. 

(Continued on page 174) 
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Think of 
VICTOR 


..-When you need more "Phos" 


“Victor Ferrophosphorous, contain- 
ing 22% to 25% phosphorous, is the 
economical, sure fire method of in- 
creasing the phosphorous content of 
your metal—and, equally important, 
you can usually figure on 100% 
recovery! 


“Victor” Ferrophosphorous is pro- 
duced in Standard Lump or 2" x 3" 
for all melting purposes. For ladle 
additions it is sized either #2" x Ys" 


or se" and down. 


Now available for immediate ship- 
ment in carloads or L.C.L. 


FOR FULL PARTICULARS, 
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aii tema lehid le) tellh mm ikile) $17) mom) [edi 


GRIT * PIG 


ie), Boma Stile) ihi-e weey | mee) 4: 


SAND * CLAY * SILVERY IRON * FERRO ALLOY 
BRIQUETS * SPIEGELEISEN * CLINKERED DOLOMITE 


174 


CLEVELAND 
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(incoOePQR ATED) 


DETROIT - CINCINNATI - ST.LOUIS - NEW 
PHILADELPHIA - PITTSBURGH - INDIANAPOLIS 





(Continued from page 172) 

d. Since there are only approxi 
mately 69 lb silicon in the charge, a1 
additional 6 lb are required. 

The additonal silicon can be ol 
tained by adding more silvery pig o 
Silicon briquets. Since there ar 
12.5 lb of silicon in every 100 lb « 


Silvery pig it wili take 6/0.125 18 
lb of silvery. This amount can be 
ducted from the steel, since it su} 


u. 


plies only a small portion of the 
con, and be added to the silvery pig 


Generally a little above the estimat 
ed amount must be added to compen 
sate for that lost from the ingredient 


which is decreased in amount Fifty 
pounds of silvery was used in thi 
case. The silicon can also be ob 
tained by adding silicon briqu 
containing 40 per cent silicon. Only) 
6/0.40 15 lb of briquets will bi 
required. The calculations for silicor 
in the re-adjusted charge are show! 
in Table II. Recomputing the gros 
per cent silicon in the adjusted mix 
ture, it is found that there is 2.51 pe! 
cent, (75.53 x 100)/3000, present il 
the charge. Deducting the melting 
loss, a net per cent of 2.26 per cent 
(2.51 0.251), obtains. This is th 
desired silicon content. 

The calculations pursued in the pr¢ 
ceding paragraphs have been applie 
to silicon. They may be extended t 
the other elements with the prevail 
ing melting corrections. A mixturs 
sheet of the form shown in Table I\ 
helps keep the arithmetic orderly an 
provides a record of the charg 
Finally, for the adjusted charge the 
complete calculations are recorded or 
the mixture sheet. The final net 
analysis is the result of similar 
arithmetical procedures for each el 
ment as for silicon. It is calculate 
on the basis of the adjusted mixture 
for carbon, manganese, sulphur 
phosphorus, nickel and chromiun 
The values should all fall within th 


specification ranges. Sometimes 
after the calculations are completed 


one element may fall outside th 
specification limits. It is then nec 
sary to readjust the materials in the 
charge until that element is brought 
to the desired analysis. 

Actual Chemical Analysis——The n¢ 
calculated analysis does not give the 
composition of the metal as it wil 
actually melt down in the cupola 
It is only a forecast of what is anti 
ipated from the charge and melting 
practice pursued. Chemical analysis 
of samples taken at regular interval 
during the cupola run are necessary 
to check the validity of the process 
Often it is helpful to maintain a cor 
trol charge on important elements i! 

(Concluded on page 176 
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Propellair ventilation brings you benefits every day 
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year. Fumes, dust, heat, and moisture go out—employee effi- 


ciency goes wp—labor turnover goes down. Propellairs boost 


output, cut costs. 


MOVE AIR THIS SCIENTIFIC WAY 


Efficient, airfoil-section fan blades pull as well as push, like an 


airplane wing—do a double-action job. Airfoil entrance rings 


prevent recirculation. Here's air movement to suit your needs 


—regardless of outside weather. 


ASK FOR FREE SURVEY 


Winter and summer, Propellairs make foundries good places to 


work. Types and sizes for all uses, all locations. For advice on 


your requirements, call in the Propellair specialist. There’s one 


nearby—write us for his name. No obligation, of course, 
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(Concluded from page 174) 
the iron. A graph of silicon percent- 
age plotted against time during part 
of a cupola run is shown in the chart 
on page 88. 

Chart indicates samples 
at half-hour intervals and shows the 
silicon hovering about the 
value. 


analyzed 


desired 


It may be noted that on this chart 
the average of the 
tion range is the same as the net cal- 
culated analysis. This value is 10 per 
cent below the gross. calculated 
analysis of the charge which also ap- 
pears on the chart. The two straight 
lines point out basic assumptions of 
the calculations; namely, that the 
charge is of known and consistent 
analysis and that the of 
composition during melting are regu- 
lar. Since the silicon in the melted 
down iron approaches that of the cal- 
culated net analysis it can 
that the assumption of 10 per cent 
melting loss approaches validity. Sil- 
icon analyses not falling within the 
specification range fluctuating 
widely would seem to indicate that 
the melting practice was not consist- 
ent, that the materials entering the 
charge were not carefully weighed or 
of known analysis, or some other un- 
controlled variations. The chemical 
composition of the melt will only ap- 
proach the net calculated analysis if 
the variables introduced by mate- 
rials, equipment, and men are care- 
fully controlled. 


silicon specifica- 


changes 


be seen 


or 


TIME STUDY AND 
METHODS DEVELOPED 
IN THE FOUNDRY 


(Continued from page 81) 
system based upon recognized engi- 
neering and management 
was installed and worked 
ner satisfactory to all concerned 
* the piece rate of payment to 
the molder may be changed by a new 
equipment or method change, subject 
to approval by both the union and 
management.” The 
change in method 
change in wage payment only after 
approval by both sides, is strikingly 
similar to agreements in wage plans 


principles 


in a man- 


concept of a 


necessitating a 


in plants today more than 40 years 
later. 

The wage plan, and the developed 
relation between methods and the 
manner of rate setting, was excel- 
lently designed and leaned heavily 


upon the current industrial manage- 
ment policies advocated by leaders in 


(Continued on page 179) 
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--so DURABLE they can be 
| considered Permanent Equipment 


The revolutionary new EDCO DOWMETAL Bottom 
Boards have sO man advantages over anything previ- 


ously known that are finding immediate accept- — 

ance in foundries throughout the country. . NSS ee 
These boards are made of magnesium. They are even . | 

lighter in weight than wood, and possess incredible 

wale to heat. They will not ot or break, and bias ma oF 6 combine 

normal “‘run-outs” and “spills” of molten metal will squeezer and bottom board, EDCO 

not harm them. There are no nails to come loose, DOWMETAL magnesium beards. 

nothing to break or split. | vive a Se ects ¥ 
EDCO DOWMETAL Bottom Boards may be com pe ait AB Se: . sone 

sidered permanent foundry equipment because of their bike nani bs a sToey pres’. 

durability under most foundry conditions. ah avellty sf conten a 


You will find that EDCO DOWMETAL Bottom 
Boards will save you money because they give better 
, mechanical results and last so much@onger than even 
better-than-average wood boardgg 

Write for complete details and prices covering the 
wide range of standard sizes. 
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| UNDER SHAREOUT MACHINES 
JOLT MOULDERS ANY 
1) OTHER HEAVY MACHINERY 


FABREEKA has demonstrated 
its ability to increase production 
efficiency and reduce the costs 
of maintenance by absorbing 
the effects of heavy impact 
shock and destructive vibration 
under such heavy machinery 
as shakeout machines, jolt 
moulders, forging hammers, 
grinders, stamping machines 
and many others. 























Write for engineering | 
data and latest catalog. 












Fabreeka Products Company 
Incorporated 


222B SUMMER STREET 
BOSTON 10, MASSACHUSETTS 








NEW YORK DETROIT CHICAGO 
PHILADELPHIA SPARTANBURG 





























ta a2 = - "e ” 
Pec S ai cr se 
eT Sti als NOR 8 


‘ 





178 THE FOUNDRY—February, 1948 














[ee ae 








(Continued from page 176) 

the field. Progressive consulting en- 
gineers in management realized that 
the only logical way to establish 
laily production quotas and a fair 
ite of pay was by using time studies 
that management would be as- 
ired of knowing how much to ex- 
ct by using these newly developed 
chniques and methods in the found- 


These methods of increasing pro- 
iction were by no means limited to 
the introduction of the revolutionary 
achines such as the molding ma- 
hine, or compressed air, but, as is 
rue today, was due to the cumula- 
ve result of a series of small im- 
provements. In 1901 a foundry man- 
iger recommended that various im- 
provements be made in the flasks be- 
ing used at that time. Iron flasks in- 
stead of the prevailing wood ones, he 
pointed out, could be remelted and 
used again, were less likely to be 
damaged, and would result in savings 
throughout the year. He advocated 
the extensive use of glass in the roof 
to increase lighting and thereby in- 
crease output. He pointed to the 
losses that were being suffered by 
misplaced tools and incorrect meth- 
ods of working at the molder’s bench. 
Early recognition of one of the 
fundamental rules of industrial man- 
agement in some foundries of 1900 
resulted in the highly skilled molder 
doing only the molding work that he 
was hired for, leaving the lesser 
chores of riddling sand, cleaning cast- 
ings, and other related tasks to the 
cheaper paid labor class. It was rec- 
ommended in one of the foundries of 
a large manufacturer than an ample 
supply of wedges be on hand and 
tools be readily available so that the 
molder could increase his molding 
time and eliminate the familiar hunt- 
ing for buried tools and equipment. 
Helpers and apprentices were re- 
quired to cut and prepare the sand 
and do minor chores that were for- 
merly required of the experienced 
molder. Redesign of the pattern to 
facilitate quicker draws from the 
mold and to reduce the amount of 
iron to be poured was stressed. 
Early Time Study Difficulties—The 
need for increased production at low- 
red cost was already in evidence be- 
fore the beginning of the century, 
and the stimulus of competitive pro- 
luction was forcing foundry opera- 
tors to accept the fundamental con- 
ept of scientific management, using 
me-studied standards, methods im- 
rovements, and routine scheduling of 
he product through the foundry. 
lolders’ unions and trade associa- 
ms were formed and by 1900 we 
(Continued on page 182) 
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CM overhead materials handling units are designed to increase 

| plant output and lower production costs by mechanizing and 
speeding the movement of materials. If you are improving or 

expanding your plant, it will pay you to check up on CM indus- 

trial hoists. Three of the most popular units in the CM line are... 


The CYCLONE Model M High speed heavy 
duty hand hoist. 96% efficient. 1 ton capacity 
weighs only 35 pounds. Sealed in lifetime lubri 
cation. Capacities from % ton up 





The COMET Portable, speedy, sturdy elec 
tric hoist. One-hand control. For plug in on 110, 
220 or 440 volts. Capacities from % to 1 ton 
The METEOR Fast, heavy duty electric hoist 
Airplane type cooling. Push button control 
Single or two speed. Capacities from 4 ton up 


7 
Write today for literature and the name of (A 
your local distributor who handles the com . 
plete line of CM overhead materials handling | 





equipment. 


CHISHOLM-MOORE 


HOIST CORPORATION 


(Affiliated with Columbus-McKinnon Chain Corporation 


GENERAL OFFICES AND FACTORIES: TONAWANDA, N. Y. 
SALES OFFICES: New York + Chicago + Cleveland + San Francisco + Los Angeles 
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McNally Pittsburg’s Model 60" Speedmullor, equipped with air cooling, cools hot 
shakeout sand as it mulls—all in a 1% minute cycle. Facing and core sand is mulled 
in cycles of about 2 minutes per batch. 


McNally Pittsburg Foundries, Inc., Pittsburg, Kansas, 
thoroughly mull and cool all of their sand in their Model 
60" Speedmullor . . . averaging 25 (1200-Ib.) batches 
per ir, 250 batches per day (10 hours), a total of 150 
tons per day. The Speedmullor’s exclusive cooling feature 
is vital in their sand preparation, as the shakeout sand 
coming from the storage hopper is still hot. It is cooled in 
the Speedmullor while it is being mulled, and it is ready 


for immediate use without further storage or aeration. 


McNally Pittsburg’s Motive Jr. Sandslinger operates up 
and down a 150 foot long track and quickly rams medium 
and large size molds. Being able to ram all types of 
medium and large molds from their various patterns affords 


the maximum flexibility and minimum cost of operation. 


McNally Pittsburg is meeting today’s demands for , 
economy of operation, quality of castings and volume pro- 
duction with better methods ... the Speedmullor and Sand- 
singer. There is a type and size of Speedmullor and Sand- 
singer to meet your exact requirements. Be modern . 


write for complete information! 
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MeNally Pittsburg's Motive Jr. Sandslinger's ramming time on one particular job is one 
man-hour compared with 12 man-hours formerly required with hand ramming 
Numerous other jobs also reflect the great sovings effected by the Sandslinger. 


BS BEARDSLEY & PIPER | : 








Division of 
PETTIBONE MULLIKEN CORPORATION 
Genera! Offices: 2424 N. Cicero Ave. Plant: 2541 N. Keeler Ave. 
Chicago 339, Illinois | 
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“FALLS BRAND” ALLOYS 


AMERICA’S LARGEST PRODUCERS OF ALLOYS 





~ FALLS” 
30-50 
NICKEL COPPER 


Production costs are mate- 
rially reduced through the 
use of “FALLS” 50-50 NICK- 
EL COPPER. Savings in- 


clude: 










. increased output 





... less fuel consumption 






... fewer rejected castings 





... longer life for crucibles 





and furnace linings. 






WRITE FOR COMPLETE DETAILS 


Smelting & Refining Division 
Continental-United Industries Co., Inc 
BUFFALG©G 17, NEW YORK 
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had not only shown the world Amer 
ica’s immense industrial growth and 
strength, but had brought forth the 
sharp and complex problems of labor 
relations that were upon us. The for 
mula of “wages for production” was 
the focal point of all industrial dis- 
cussions and involved, then as now 
the fundamental measurement of a 
day’s work and the wages to be paid 
for the work. 

Technological developments of in- 
dustry at that time were closely par 
alleled by rapid advances in the al- 
most wholly unexplored field of sci 
entific management. The teachings of 
Harrington Emerson and Fredrick 
Taylor focused attention of industrial- 
ists upon the value of carefully 
studied facts in operating the busi- 
ness. 

The search was begun for the 
best and most economical way of pro 
ducing an item. Wage payment plans 
were developed using various percent- 
ages as a reward to induce the found- 
ry worker to produce more. The well 
administered plans were based upon 
soundly engineered time studies and 
a fair rate of pay to encourage the 
men to produce and utilized an im 
proved method of performing the 
work to save time. 

Although these advanced methods 
of production and industrial manage 
ment had been evolved and demon 
strated by leaders in the field, the 
accepted practice in the foundry in 
dustry was to retain the day rate of 
pay. The benefits of time-studied 
standards and improved methods ha 
been proved in practice but the dis 
trust of labor toward rated pay plans 
made the work of intelligent manage 
ment difficult. 

Nor were these objections of the 
organizations without foundation, fo! 
often an ambitious foundry manager 
working with more misguided energy 
than common sense, would seize the 
opportunity to reduce costs by time 
studying a job solely to reduce the 
workers’ earnings. The stop watch 
had become symbolic with rate cut 
ting and the inevitable repercussions 
followed. The stigma attached to tims 
studies and stop watch method 
studies has persisted to this day an 
will only be overcome by proper edu 
cation in its correct use, based upol 
fairness in all respects. 

Advancement in Methods Studies 
Foundries of the Ford Motor Co. ir 
the very early days of the Model 
were good examples of efficient found 
ry operations that capitalized on oj 
portunities for reduced costs of pri 
duction. The fortunate fact that th 
product year after year was highl 
repetitive, coupled with the high rat 
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pay, were excellent tools in them- 
lves for inducing the engineers in 
1e foundry to discover new methods 
a savings in time and effort. 
Success of the Ford foundries and 
the lectures of prominent industrial 
lanagement engineers stimulated the 
fforts of foundrymen to make their 
wn improvements by utilizing time 
tudies to tne utmost. A high-pro- 
juction molder’s bench was shown at 
the convention of foundrymen in 1914 
and demonstrated the great savings 
that could be made in almost every 
process in the foundry by utilizing a 
concerted time and motion study to 
levelop new production methods. 


Showed Great Savings 


Samuel D. I. Emerson, speaking be- 
a foundrymen’s convention in 
1911, showed the great savings that 
were possible in reducing the num- 
ber of rejected castings by. the intro- 
duction of properly studied methods 
and standards of operation. In one 
large foundry the percentage of re- 
jects was 8 per cent and amounted 
to an annual loss of over $140,000. By 
a detailed investigation with changes 
in methods where warranted, the per- 
centage was reduced and a savings of 
over $50,000 a year was realized. 
Twelve principal sources were found 
that led to the high scrap loss. A 
systematic analysis was established 
and corrective action was taken along 


iore 


these lines. 

In one foundry the coke unloading 
costs were reduced 97 per cent by im- 
proved methods as a result of time 
studied analysis, and the sand han- 


dling costs were reduced by over 
26 per cent. The use of a charging 
machine to correctly distribute the 


pig, scrap, coke, and flux over the 
cupola bed, combined with the most 
efficient operating method, resulted 
in a large savings in that department. 
These cost reductions are typical of 
the savings that can be made by util- 
izing time studies and methods im- 
provements. 

By 1920 time and methods study 
had become recognized tools of pro- 
duction and cost control, and the cost 
reduction obtained by their use in 
foundries and other industries was a 
strong indication that the practice of 
using time-studied standards would 
be used by the entire industry before 

any years had Although 
the results were certain and the sav- 
ngs attractive, the adoption of these 

chniques of production were accept- 
| slowly. It is human nature in busi- 

SS as well as in every-day life, to 

sist change. 

In 1932 a survey of hun- 
red foundries, representing a cross 

ction of the more than 5000 found- 


passed. 


several 
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The Mulbaro is a product of 
Beardsley & Piper, manufac- 
turers of the Sandslinger e 
Speedslinger e Speedmullor « 


Screenarator e Plate Feeder e« 
Sand Conditioning Machine « 
Champion Speed-Draw « Turn 
Table. 





Send Coupon Won : / 
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| 
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MULBARO 
CATALOG 


A new Mulbaro catalog . . . completely 





describes the advantages and operation of the 
Mulbaro... 


mullor for small and large foundries. Easy to 


a versatile, low cost, portable 


operate—just plug in and push the button! 

Fast and thorough in mulling, the Mulbaro is the 
only really portable mullor and is outstanding 
in flexibility, low initial cost and economy in 


operation. Be sure to send for your catalog now! 


BEARDSLEY & PIPER 
Division of Pettibone Mulliken Corp., 

2424 North Cicero Ave., Chicago 39, Illinois 
Send me the new Mulbaro Catalog! 
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Your Crane is Here! 


In our blueprint files is the overhead 







traveling crane you may need. Here, in 


design, plan and specification form dnd in 







case history information, is the accumu- 


lated experience of America's pioneer 






builder of overhead traveling cranes and 












electric hoists. 


All this information is available to you 







without obligation when you talk with a 


trained, experienced Shepard Niles engi- 






neer about the overhead traveling crane 






best fitted for your own needs. From the 






many sizes and types available he'll rec- 






ommend the one to give you economical, 


trouble-free operation for many years. 






Sound design, rugged and precise 





construction, reserve strength — these are 






some of the advantages you get with a 






Shepard Niles overhead traveling crane. 





Let our engineer tell you the whole story 








and survey your needs. 





% Years of dependable, economical operation are built into 






every Shepard Niles electric Hoist. If investigation shows 





you need an electric hoist instead of an overhead traveling 









rane, the Shepard Niles engineer will give you unbiased 










recommendations 
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ries in the United States, reveal 
that only 20 per cent were using 

system of time-studied standards fo 
estimating costs and that the remain 
ing 80 per cent were 
foremen and superintendents to su} 
ply estimates of the time 


relying upo! 


require 

Relatively few foundries enjoy th 
opportunity for the high degree o 
man-hour production that is affords 
the repetitive automoti\ 
foundries. And yet, it is possible fo 
foundries of any size handling a d 
versified product to develop their ef 
ficiency and units costs to a compar 
able degree by utilizing time an 
methods study. 


process 


Analyze the Operations 


The first step in the cost recuctior 
program in a jobbing foundry is t 
make the time studies of each typ 
ical operation and analyze the opera 
tion for methods improvement. Al 
though the castings may vary widel) 
in size and shape, the operations tha 
the molder must perform each tim 
are similar. He must prepare thr 
flask, place the pattern, uce the sand 
ram the cope, draw the pattern, touc! 
up as necessary, and so on. 
sible to establish a series of standard 
for each size flask or the weight « 
the casting, with due regard to con 
plexity. This time, consisting of th: 
total individual elements, is known a 
the standard time required to mak 
the mold, and represents the tim: 
that the average molder working at 


It is pos 


normal speed and effort, would re 
quire. The standard time is not, a 
is sometimes believed, the time r 
quired by the best molder on th 
floor, but represents the time of th 
average molder. The manner in whicl 
the molder is encouraged to produc: 
the maximum molds per day is b) 
the use of an incentive system of pa) 
based upon a studied engineerins 
analysis of the conditions peculiar t 
each founcry. 

Inaccurately established standards 
one may be led to believe, are excel 
lent instruments for labor, and sim 
ilarly, 
believe low standards are fine fo! 
Standards 


management may erroneously) 
management. obtaine¢ 
from a well engineered analysis favo! 
neither management nor labor but 
are a solution to the question of 
wages and the production demands of 
lowered costs. Where incentive wagé 
plans have been established by wel 
engineered time studies and have 
been soundly administrated in the 
manner set forth by the 


progress towar' 


industria 
consultants, the 
greater production at reduced costs 
with satisfaction to both labor and 
management has been rapid and con- 
tinuous. 
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NORTH . AMERICAN 


E FOUNDRY 


ATMOSPHERIC REGULATORS 


February, 


® Series 18 North American Atmospheric Regulators are de- 
signed especially for single valve control of premix gas burner systems 
and incorporate the new feature of a soft seat for tight shutoff when 
the demand for gas flow ceases. Users will find the tight shutoff 
feature quite advantageous in that close control can be realized at 
low gas flow. 


® Single valve control can be used with non-premix systems by 
connecting the vent on the Series 18 Atmospheric Regulator to the air 
line downstream from the control valve. The regulator responds quickly 


to very slight changes in impulse line pressure. 

@ When the Series 18 Atmospheric Regulator is used, both 
premix and non-premix systems are assured proportional air-gas ratios 
over the entire capacity range of the regulator. 

THE NORTH AMERICAN MANUFACTURING COMPANY 
GAS or OIL COMBUSTION EQUIPMENT @ OFFICES in PRINCIPAL CITIES 
CLEVELAND 5, OHIO 








know whom the late R. 
had in mind when he 

poem “The Mary 
may have had a de- 
and then again, as 
may have woven 
cloth. Some- 


DON’T 
Kipling 
wrote’ the 
Gloster.” He 

finite individual, 
the saying goes, he 
the yarn out of whole 





thing wrong with that statement 
which I never noticed before. Yarn is 
not woven from cloth. I am not as 


familiar as I might be with the 
ess, but my general impression is 
that the yarn or string or thread is 


made first and then woven into cloth. 


The advewilures of 


proc- 


i 


I shall not be 
week or two if 
lad with all kinds of facts at his 
finger tips sends me a letter “Dear 
Sir: In your recent reference to a 
well known and standard saying, etc., 
etc.” Fortunately, by that time I 
probably will have forgotten all 
about the _ incident therefore 
calmly can toss the into the 
waste basket. I often how 
people got along before paper 
baskets were invented. 

By a curious 


at all surprised in a 


some good-natured 


and 
letter 
wonder 
waste 


coincidence recently 


I read the fabulous career of a do- 
minant shipping man whose _ story 
closely paralleled that of Kipling’s 
character. A regular Horatio Alger 
epic, from rags to riches, from a 
lonely little orphan boy to a great 


captain of industry. He died without 
kith or kin to perpetuate his name 
or add few more laurels to his rec- 
ord. Apparently he was not as arti- 
culate as Sir Anthony Gloster in his 
last moments. According to the vera- 
cious Mr. Kipling, Sir Anthony was 
quite gabby before he popped off. As- 
sociation of ideas prompted me to 
ask Bill if he was familiar with the 
story of “The Mary Gloster.” 
“Gloucester?” he said, ‘“‘Glouces- 
ter? Lemme see. Is that the story 
of the Gloucester fisherman in Rick- 


By PAT DWYER 


Drawings by RICHEY 


avick who laid a bet of $1000 with 
the swanky owner of a great steam 
yacht that he would beat her back 
to Gloucester? In the midst of a 
gale that held the yacht in port, the 
fisherman beat his way out to sea. 


Spreading his wings to the same 
favoring gale he pointed her nose 


for home and that is the last the 
crew saw of her lee rail until she 
passed Eastern Light and pulled up 
at her own dock in Gloucester. The 
big steam yacht came in four days 
later. Great lads for carrying sail, 
these Gloucester boys!” 

“No one in the world like 'em,” 
I admitted, “but this is not the 
story of the famous race from Reyk- 
javik in Iceland to Gloucester, Mass. 


This is the story of an English ship 





shower 


who 
spelling his 


master and ship owner 
his independence in 

name Gloster instead of the 
and traditional Gloucester. A 
stiff driver and autocrat, he came uj; 
the hard way, made a million—an 
died a broken-hearted old man wit! 
a useless son, no grandchildren an 
the wife of his youth at the botton 
of Macassar Strait. Here,” I said 
reaching for the book, “I'll read yo 
a few extracts from what the dyin; 
old ship said to his son. 


age-ol 
hard 


master 

“Master at two and twenty an 
married at twenty three—ten thou 
sand men on the payroll and fort; 


freighters at sea! Fifty years be 
tween ’em and every year of 

fight, and now I’m Sir Anthon 
Gloster, dying, a baronite! *** Lor 
what boats I’ve handled—rotten and 
leaky and old—I ran ’em or—opened 
the bilge cock precisely as | 


was told. ***** Over the world | 
drove ’em, married at twenty thre« 
and your mother saving the mone 


and making a man of me. **** W: 
bought half shares in a cheap ‘ur 
and hoisted a flag of our own. Patch- 
ing and coaling on credit *** and 
these were the days of the clipper 
and the freights were clipper freights 


and we knew we were making ou: 
fortune, but she died in Macassa: 


Straits—by the Little Paternosters 
as you come into the Union Bank 
and we dropped her in _ fourtee 
fathom. I pricked it off where sh: 
sank. The boat was christened fo: 
her, and she died in the Mary Gloste? 
My heart, how young we were! 

“I met McCullough in London (I’ 
saved five ’undred then) and ‘tween 
us we started the Foundry—thre: 
forges and twenty men *** We wasted 
a year in talking before we moved 
to the Clyde *** I knew—I knew 
what was coming, when we bid on 
the Byfleet’s keel—they piddled and 
piffled with iron. I'd given my orders 
for steel! Steel and the first expar 
sions. It paid. ***** Then came th 
armor contracts **** I started th: 
six inch rollers and it paid me sixty 

(Continued on page 188) 




















What's a few kegs of nails among a group of old friends who never heard of the lost horseshoe 
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Stores Pig Iron Cleans Wire Rod 


American MonoTractor units perform auto- 
matic overhead handling operations with 
extreme accuracy and reliability. From un- 
loading raw material to shipping finished 
products, these automatic carriers save costly 
handling labor by enabling unskilled help to 
spot heavy and cumbersome loads accurate- 
ly and safely. American MonoTractors can be 


applied to carriers operating on any smooth 


THE AMERICAN 


13104 ATHENS AVENUE 


bottom track. Let an American MonoRail 
Engineer show you how production goes up, 
handling costs go down when the hard hand- 
ling jobs are done with American MonoRail 
MonoTractors and Systems. 


SEND FOR BULLETIN C-1 
A S6-page book showing 


successful applications of 


American MonoRail Systems 





COMPANY 


CLEVELAND 7, OHIO 
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rmep OVEN HEATER 


| HEATER [FAN SCROLL 
| SCROLL INLET 
OUTLET , 
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A ae — 
Heater and Fan Unit BURNER 


AIR CIRCULATING FAN 
Fully Insulated and Enclosed pressure type with Non-overloading, “Push Through” Type. 
Enclosed In Steel Casing constant pressure pilot Removable inlet cone and wheel 


/ COMPACT 
/ COMPLETE 
/ MORE EFFICIENT 


FOR NEW OR OLD OVENS 


The Newcomb-Detroit Scroll-Aire oven heater is a packaged 
scroll heating system within itself. It combines all parts of the 
heating system into one compact unit—re-circulating fan, burner, 
insulated heater casing, combustion air blower, motors and 
drive are all on one platform. This eliminates costly, delayed 
field erection. The gas manifold, combustion air manifold, tem- 
perature controls, safety controls as approved by fire under- 
writers, all may be installed prior to shipment, thus permitting 
factory tests of the unit before delivery. 


Due to its compact design, the Scroll-Aire will fit into confined 
areas that other heating systems will not. This is very important 
when “rejuvenating” old ovens with inadequate temperature 
ranges, insufficient capacity or inadequate heat distribution 
systems. In such cases the Scroll-Aire is easily adapted to ovens 
of any design and readily fits into the space occupied by the 
old heating system with room to spare. 


Send for New Illustrated BulletinWhich Contains Complete Details 
Established 1912 


NEWCOMB-DETROIT COMPANY 


5741 Russell Street + Detroit 11, Michigan 
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per cent. 

“I thought—it doesn’t matter—yo1 
seemed to favor your Ma. But you'r 
nearer forty than thirty, and I knov 
the kind you are. Harrer and Trinity) 
College: I ought to ha’ sent you t 
sea—but I stood you an education 
an’ what have you done for me? Th: 
things I knew was proper yot 
vouldn’t thank me to give, and th 
vhings I knew was rotten, you sai 
was the way to live. You muddle 
with books and pictures, an’ china 
an’ etchin’s an’ fans, and your room 
at college was beastly ***** 


“Weak, a liar and idle, and mea 
as a collier’s whelp nosing for scrap 
in the galley. No help. So he get 
three’undred thousand, in trust, an 
the interest paid * * * If you hav 
no child it all comes back to th 
business. Gad, won't your wife b 
wild! Calls and calls in her carriagé 
‘er ’‘an’kerchief up to er eyes 
‘Daddy, Dear Daddy’s dying’ an’ do 
ing her best to cry. Grateful? Ol 
yes, I’m grateful, but keep her awa) 
from here. Your mother ’ud never 
ha’ stood ’er * * * But I wanted to 
speak of your mother that’s Lad) 
Gloster still. I’m going to up and 
see here * * * Five thousand’s wait 
ing for you, if you'll only listen a 
minute and do as I bid you do. * * * 
I want to lie by your mother, ten 
thousand miles away * * * I've 
thought it out on the quiet * * * and 
here’s your orders. my son. * * * An 
you'll take the Mary Gloster—lI’ve 
held her ready for this—they’ll put 
her in working order and you'll take 
her out as she is * * * The boat 
where your mother died. By the Lit- 
tle Paternosters, as you come to the 
Union Bank, we dropped her—I think 
I told you — and I pricked it off 
where she sank. (Tiny she looked on 
the grating—that oily, treacly sea) 
Hundred and eighteen East, remem- 
ber, and South just three. Easy bear- 
ings to carry * * * 


“And so you'll write to McAndrew 
he’s Chief of the Maori Line. They’! 
give him leave if you ask ’em and 
say its business of mine * * * I’vi 
known Mac since the fifties and Ma 
knew me—and her. * * * He'll tak: 
the Mary in ballast, and you'll take 
Sir Anthony Gloster that goes on his 
wedding trip. Lashed in our old deck 
cabin, with all three port holes wide 
the kick of the screw beneath him 
and the round blue sea outside! Sir 
Anthony Gloster’s carriage our 
’ouse flag flyin’ free—ten thousand 
men on the payroll and forty freight- 
ers at sea! He made himself a mil 
lion, but this wor!d is a fleeting show 
an’ he'll go to the wife of his boson 
the same as he ought to go. By th 
heel of the Paternosters—there isn’t 
a chance to mistake—an’ Mac wil 
pay you the money as soon as th 
bubbles break * * * He knows wha 
I want o’ the Mary * * * I'll do what 
I please with my own. 

“Your mother ’ud call it wasteful 
but I’ve seven and thirty more. I] 
come in my private carriage and bi 
it wait at the door. For my son h 
was never a credit. He muddled wit! 
books and art, an’ he lived on Si 
Anthony’s money, an’ ’e broke Si 
Anthony’s heart. There isn’t even 

(Continued on page 190) 
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Uniform Properties from 


Molybdenum Improves 


Molybdenum as an alloying agent in castings found 
greatly enlarged uses under war necessity and the 
resulting knowledge is now being translated in terms 
of peacetime production. High strength in heavy 
sections and uniform strength in both heavy and light 
sections are among the characteristic advantages of 
the molybdenum alloys. A wide range of physical 
properties, obtainable by heat treatment, opens new 
possibilities to the designer of castings, in economy 
of weight and durability under severe conditions 

service. 


[he Molybdenum Corporation, as a supplier of 


' MOLYBDENUM 
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Late 


Additions 


Quality of CASTINGS 


Molybdenum, Tungsten, and other alloying materials, 


is glad to be consulted by any user of these products. 


Master 
Crart 
ALLoys 


AMERICAN Production, American Distribution, American 
Control, Completely Integrated. 


Offices: Pittsburgh, New York, Chicago, Cleveland, Detroit, 
Los Angeles, San Francisco, Seattle. 

Sales Representatives: Edgar L. Fink, Detroit; H. C. Donaldson 
& Co., Los Angeles, San Francisco, Seattle. 
Subsidiary: Cleveland-Tungsten, Inc., Cleveland, Ohio 
Works: Washington, Pa.; York, Pa. 

Mines: Questa, N.M.; Yucca, Ariz.; Urad, Colo. 


CORPORATION OF AMERICA 


GRANT BUILDING PITTSBURGH, PA. 








SPENCER TURBO COMPRESSORS 
in “Foundries Everyuhere 


The principal reason why you find 
so many Spencer Turbos on cupolas 
is the reliability experienced over 


years of service. 


Simplicity is the answer. One rotat- 
ing element with wide clearances 
and only two bearings. Cast iron 
bridge construction and light weight 
balanced impellers mean minimum 
vibration, no special foundations 
and negligible wear even after 


years of service. 


Hand or automatic blast gate con- 
trol—any capacity required. Ask 


for bulletin No. 112. 


AND SPENCER FOR CLEANING 


The dust count is reduced, molds 
and patterns cleaned in modern 
foundries with Spencer Portable 
and Stationary Vacuum Cleaning 


Systems. Ask for the bulletins. 


AS K FOR BULLETINS 
No. 112 


Foundries . . 

Data Book . , 

Gas Boosters . 

Four Bearing 

Blast Gates 

Technical Bulletin . . 


SPENC 
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THE SPENCER TURBINE CO. 
HARTFORD 6, CONN. 
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grandchild, an’ the Gloster family’s 
done. The only one you left me—Oh, 
mother, the only one! 

“Harrer and Trinity College—me 
slaving early and late—an’ he thinks 
I’m dying crazy and you're in Macas- 
sar Strait. Flesh o’ my flesh, my 
Dearie, for ever an’ ever, Amen. 

“Thank God I can pay for my 
fancies. Now what’s five thousand 
to me for a berth off the Paternost- 
ers in the haven where I would be. 
I believe in the Resurrection, if I 
read my Bible plain. But I wouldn't 
trust ’em at Wokin’. We're safer at 
sea again. For the heart it shall go 
with the treasure—go down to the 
sea in ships * * * I'll kiss my girl on 
her lips! Ill be content with my 














fountain. I'll drink from my own 
well. And the wife of my youth 
shall charm me. An’ the rest can 
go to * * * 

“T’'ll lie in our standin’ bed and 
Mac’ll take her in ballast--an’ she 
trims best by the head * * * Down 
by the head and sinkin’, her fires aré 
drawn and cold, an’ the water's 
splashin’ hollow on the skin o’ the 
empty hold—churnin’ an’ chokin’ an 
chucklin’, quiet an’ scummy an’ dark 

full to her lower hatches and risin 
steady. Hark! That was the after 
bulkhead—-she’s flooded from stem to 
stern * * * Never seen death yet 
Dickie? Well, now is your time to 
learn!’ ”’ 

I closed the book and put it away 
and for a few minutes we sat in 
silence while mentally I ran over 
some of the incidents in this touch 
ing story of material heartbreak and 
conjugal fidelity. I suggested to Bill 
that it was a very nice piece of work 
indeed. 

“Well,” said Bill “T’ll tell you 
Taken as a poem, I guess it is a 
creditable job. The words flow along 
as smoothly as a shot of grease 
through a tin horn. By another com 
parison they fit as neatly and ac 
curately as the field stones in a wall 

(Continued on page 192) 
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Talk about fast metal melting at low cost!— 

the Type LF, 200 Ib. DETROIT ROCKING ELECTRIC 
FURNACE illustrated below melted more than two 
tons of red brass in one day’s typical operation by one 
man. In just 9 hours, this small and compact unit 
melted 27 heats of leaded bronze—200 Ibs. per 
heat—for a total of 5400 lbs. Power consumption, 
only 281 Kwh per ton. Simple DETROIT 
ELECTRIC FURNACE design makes one-man oper- 
ation easy. Non-rotating electrodes, supported by 
brackets mounted on the base, receive power from 
either overhead or below via copper conductors. With- 
drawing electrodes frees shell for easy interchange to 
permit melting heats of various analyses. All controls 
are at operator’s fingertips, assuring quick, positive 
regulation of melting time, composition, and other 
melting factors. Send us your ferrous and non-ferrous 
metal melting requirements. We will recommend 
the specific DETROIT ELECTRIC FURNACE— 

J available in 10 lb. to 8000 lb. capacities—to 
speed quality metal production in your plant. 































DETROIT ELECTRIC FURNACES “oe 


DETROIT ELECTRIC FURNACE DIVISION e KUHLMAN ELECIFRIC COMPANY e BAY CITY, MICHIGAN 


FC REIGN OFFICES: BIRLEC LTD., Birmingham, England, Representative for Europe and British Commonwealth excluding Canada. EQUIPAMENTOS 
INDUSTRIAS “EISA” LTD., Sao Paulo, Brazil, Representative in Brazil. M. CASTELLVI, INC., '50 Broadway, New York 7, N. Y., Representative in 
Chile, Argentina, Peru, and Venezuela. CASA COVACEVICH, Mexico City, D. F., Mexico. 
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e Everyone agrees that what the world really needs 
is increased production— and that’s exactly what you'll 
get when you use Lectromelt furnaces for your metal 
melting needs. For the famous top-charge feature of 
Lectromelt furnaces reduces down time and allows 
more heats per turn—which means your production 
definitely goes up. And the precise controls and 
rugged construction of these furnaces give you the 
utmost in furnace economies. For full details of the 


many advantages Lectromelt furnaces offer you, write today. 


Manufactured in 

ENGLAND Birlec, Ltd., Birmingham 

FRANCE Stein et Roubaix, Paris 

SPAIN General Electrica Espanola, Bilboa 

BELGIUM S. A. Belge Stein et Roubaix, Bressoux-Liege 


PITTSBURGH LECTROMELT FURNACE CORPORATION 


D , + 5 R GH 30 PENNA 
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(Continued from page 190) 
built by a skilled mason. Since | 
not a poet I have no opinion to 
fer on the shape, size and compo 
tion which I presume are accordi 
to standard specifications of the N 
tional, Protective, Benevolent a 
Ancient Order of  Internatior 
Journeymen Poets’ Union. Howey 
from a common sense view point 
think any ordinary individual co 
shoot holes through it.” 

“Maybe you would like to try 
fancy shot?” 

“Nothing fancy about it. 7 
whole thing revolves around the id 
that a ramping, stamping, self-ma 
old millionaire ship master and ow 
er wants his son and his old fris 
MacAndrew to take his dead bo 
in one of his ships and sink ship a 


body at a definite point in Macassa 


Strait. The reason? He wanted 
rest alongside the wife of his yout! 
“What’s wrong with that?”’ 


“Did you ever try to find a rar 


dom grave even on dry land after 
lapse of at least 30 years? In tl 
instance there was no grave. 7 
body was slid off the grating at 
definite point on the chart, but y 


don’t need to be a sailor to knov 
that in shark infested far Easter 


waters, the body never even reach 
the bottom! 
“Now, in return for your kindn¢ 


in reeling off that deep sea yarn, I’! 


read you a bit of correspondenc« 
had recently with a man who want 


7 


to know if it is necessary to cove! 


the entire face of a mold with ro 
ing nails spaced about 1 in. apart 


“I told him that the present w 


spread practice of nailing mold fac: 


is just one of these silly things that 


like Topsy, just growed. The for 
man or superintendent should decid 
where and when nails are needed a! 


not leave this feature to the disc: 


tion of a molder, who may lack ex 


perience and is just following a ci 
tom. In a broad, general way it m 
be said that where the character 
the sand is suitable for the class 
castings, no necessity exists for na 
ing the face of a green cand m« 
with either ordinary wire nails, 

large flat head roofing nails p 
practice may be compared to a m 
form of disease or epidemic, that | 
been spreading gradually over a } 
riod of many years. Fathers of pri 
ent day molders did not surface n 
their molds, and yet they made cr 
itable castings. Production sho 
under present day conditions do 1 
surface nail the molds, and yet t 
castings pour through the cleani 
rooms and machine shops in an av: 
anche compared with the _ strea 
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the jobbing shops. 
Unfortunately, custom and tradi- 
still influence the practice in 
jobbing foundries. Epidemics 
ik out suddenly and usually run 
r courses like a religious revival, 
4 popular cocial or political move- 
t. The motivating influence is il- 
rated, for example, in the persist- 
with which some molders cling 
the practice of covering every 
with a plate, a brick or a ball 
lay. No riser cover-upper ever 
' ented positive proof that the 
tice had any practical merit. On 





contrary, many practical men by 
t ue and pen and by practical 
mstration have shown the futil- 
ty of the covered riser theory. 
Probably the majority of foundry 
nen and superintendents are in- 
clined to the opinion, either through 
theory, or through their own early 
and actual experience, that indis- 
criminate sand nailing is a time and 
er:al wasteful practice. Yet on 
account of general conditions, they 
hesitate to stop it drastically. One 
the most aggravating features is 
the careless and indifferent attitude 
of meny molders toward the com- 
pany property. Where a requisition 
is needed, the molder may take out 
10 lb of nails. He may use 8 or 9 
b, but the remainder never is re- 
turned to the stock room. It is non- 
chalantly thrown in the sand pile. 


“As with many phases of contro- 





versial foundry practice, no experi- 
enced foundryman will claim that all 


ns no 
na ng 


is unnecessary. Occasions 
arise where nailing is not only ad- 
visable, but positively essential. 
Where a large cope area is exposed 
for a considerable time to the intense 
heat from a large body of molten 
metal slowly rising in a mold, a 
nailed face will stay in place, where 
a plain face might yield in patches. 
Nails also are needed in many cases 
in front of gates, or any place where 
a stream of metal runs over the sand. 
Discretion and experience are the 
only reliable guides. However, in the 
main, it is true that the practice of 
nailing sand faces in molds is griev- 
ously overdone in many _  jobbing 


\STM Year Book 


1erican Society for Testing Ma- 
Ss, 1916 Race St., Philadelphia 3, 
h ublished its 1947 Year Book. It 
ins lists of officers, directors, 
ers, committees, information 
the society, the charter, by- 





la regulations, list of awards and 
f Edger Marburg lectures 
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cost less’ .. 


“Il specify Clark fork trucks 
for just one reason: 

“They cost less’—says 
“W. F. Crawford, President 
Edward Valves, Inc. 
“They cost less to operate, 
cost less to maintain— 
which makes it cost less 


to move our materials.”’ 


What more does any 


one want? Clark's world- 
wide organiza- 
tion of trained field men makes it 


easy to get competent counsel on 
your material handling problems. 
€ansult Clark. 


CLARK Fork TRUCKS 


AND INDUSTRIAL TOWING TRACTORS 


om 


CLARK EQUIPMENT COMPANY, TRUCTRACTOR DIVISION, BATTLE CREEK 16, MICH. 
REPRESENTATIVES IN PRINCIPAL CITIES THROUGHOUT THE WORLD 
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By D. W. TALBOTT 
and 
J. L. LESSMAN 


Cooper Alloy Foundry Co 
Hillside, N. J. 


Laide Mfuithy 


MADE BY NEW PROCESS 


ROBABLY the mos po} 
means of increasing foundry 
the u f rv 


put has been t use of pl 





tion pattern equipment. This me 
is naturally limited by the cost 
volved where small quantities do 
justify the expense of mounted 
terns. The size of an order als 
termines whether patterns are m 
ed on wood boards or whether 


Fig. 1—Cope and drag 
plaster mold for mak- 
ing plaster pattern is 
shown at top. Plastic 
pattern ready for in- 
sertion in beard | production of plastic pattems 1 


is 
, A from phenolic resin material. Wit 
shown in lower view 


metal plates are select 

In an effort to lower pattern «¢ 
a number of founders and patti 
makers have experimented with 


the advent of plastics in the patter 





Fig. 2—Molten metal is field these advantages were noted 
used to lock plastic in- 1. Cheap duplication of patter 
sert to board due to the repeated use of plast 
molds for casting plasti 
Fig. 
g. 3—C ahaa leted 2. Plastic patterns are smooth 
matchplate dense, requiring little finishing 
Fig. 4— Other match- 3. Sand does not adhere to plast 
plates made by the and smooth, accurate draws ar 


insertion method tainable. 


1. Plastic material can be pou 4 


at room temperature and lred i 
simple low-temperatur ven ; 
the minimum of equipment costs a 
(Concluded on page 196) 
, 








tern- 
n the 
made 
With 
uttern 
ed: 

‘terns 


laste! 
h and 


last 





No matter how your sand conditioning is handled, there's a 
Royer Sand Separator and Blender model that will fit right 
into your foundry picture to increase sand and casting quality, 
speed up production, and reduce costs. 


Centralized Conditioning—bring the sand to a Royer stationary 
machine. Two models available to cover a capacity range of 
20 to 50 tons per hour. Top photograph shows a Royer Model 
NRS in a Pennsylvania casting and machine shop. 


Portable Conditioning—bring a Royer portable machine to the 
individual piles. Six models available to cover a capacity 
range of 4 to 25 tons per hour (can also be used as stationary 
units). Center photograph shows a Royer Model NDP at a 
Milwaukee foundry. 


Sand System Conditioning—feed your sand into a Royer 
“Special” that fits right into your foundry flow chart and takes 
its drive from conveyor head or other available drive shatt. 
Two models available to handle from 20 to 50 tons per hour. 
Bottom photograph shows a Royer Model D Special Stationary 
in a steel jobbing foundry. 


Every model automatically eliminates sand contamination; 
reduces sand to a lump-free, smooth, even texture; blends old 
sand, new sand and bond; distributes moisture, increases per- 
meability; and double aerates. Send for Bulletin 744 today to 
improve your overall foundry picture. 


ROYER FOUNDRY & MACHINE CO. ~ 


159 PRINGLE ST., KINGSTON, PA. 
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(Concluded from page 194) 
without fire hazard. 

The production of full cast plastic 
plates is not practical because of 
the low ductility of the plastic suit- 
able for simple casting of patterns 
in plaster molds. Plastic patterns 
mounted on boards would be diffi- 
cult to match and to hold, and there- 
fore would have only a partial advant- 
age over mounted wood patterns. It 
seemed desirable to find a method of 
combining the strength of wood or 
metal with a plastic pattern that 
could not be mismatched. 


This novel method was improvised 
by inserting matched integral pattern 
units into wood or metal plates. All 
screws or external fastening devices 
were eliminated in this inserting 
method, which is outlined as follows 
and pictured by the accompanying 
illustrations. 


A cope and drag plaster mold is 
made from a simple loose pattern, 
in a wood frame of accurate align- 
ment. After plaster is set, the frame 
is removed and a frame the thickness 
of the mounting plate is used as a 
separator. The original plaster mold 





Quick 


ey * a ee 
12 %% Rd ag 


lighting circuit. 





TENSILE TESTING MADE EASY 


Accurate 





Model UT-3, Capacities 20,000, 30,000 and 40,000 Ibs. 
(Double on Standard .8 Test Bar) 


This comparatively low-cost motor driven, universal tester enables you to make 
your own tests at a fraction of commercial laboratory costs. 


No waiting for reports—Clean up your floor and ship immediately—No 
special skill and only small bench space required—Plugs into any convenient 


- “TENSILE—TRANSVERSE—COMPRESSION 
Write for Bulletin UT-3 


\DETROIT TESTING MACHINE CO. 
9390 Grinnell Avenue 


Simple 


Detroit 13, Mich. 
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frame is reassembled and an oper 
hole permits the casting of the plas 
tic by pouring liquid resin in the 
cavity. 

The plastic pattern is cured in « 
low temperature oven and remove 
when relatively hard. The plastic i 
then prepared for imserting in 
board, in which an opening the shap: 
and size of the insert has been cut 
The outside of the pattern is groove 
by a router. The inside of the plat: 
is similarly grooved and both of thes: 
operations are seen in Fig. 1. 

The grooves in plastic and plat: 
provide space for locking, which is 
done easily with a low melting alloy 
A pouring hole may be drilled on th 
outside edge of the plate or vertic 
ally into the groove, whichever 
more feasible. As shown in Fig. 2 
the matched pattern is inserted int 
the plate and clamped into place in 
preparation to pouring metal inti 
the groove. The completed match 
plate is shown in Fig. 3. Fig. 4 illus 
trates further applications of the in 
sertion method. 

Definite advantages realized by 
this new procedure for producing 
match plates are: 

1. Savings from 50 to 75 per cent 
(in many instances more). 

2. Individual broken patterns on 
plate may be replaced at low cost. 

3. Duplicate matchplate can be 
made in from two to five hours. 

4. Precision matching of patterns 

5. No shifting of patterns. 

6. No expensive equipment needed 
for producing matchplates. 

7. Matchplates can be made by 
men with minimum experience. 

8. Only one pattern is needed t 
produce multiple pattern match-plate 

9. Easy withdrawal from sand dus 
to smoothness. 

The new insertion method, known 
as the Schumacher Process, has been 
employed in our pattern shop for 
more than six months with great 
success. Patent application for the 
process has been made. 


Malleable Founders 
Meet in Cleveland 


The Malleable Founders’ Society 
held its semiannual meeting at Hotel 
Cleveland, Cleveland, Jan. 9, with ap- 
proximately 50 representatives of 
member companies present. William 
H. Moriarty, National Malleable & 
Steel Castings Co., Cleveland, and 
president of the society, presided. The 
day’s program was given over to a 
discussion of different phases of the 
society's activities, as presented by 
various committee chairmen. This in 
cluded technical as well as managerial 
subjects. 
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General Purpose Core Blowing Machine 








The DEMMLER No. 1 general purpose Core 
Blower is a popular machine because it is a prof- 



























itable machine to own. 


Its versatility in blowing both small and medium 
size quality cores at a high rate of speed with 
maximum economy, coupled with its modest price 
and rugged dependability, has made it the leader 
in its field. 


The machine is built on a rugged structural 
steel frame, has a productive capacity of about 
200 core boxes per hour and is available with 
several different sizes of sand magazines. Job 
changes in from five to ten minutes are easy be- 
cause hand wheels quickly raise and lower the 
chuck table and make the proper chuck jaw ad- 
justments. The clamping, blowing and releasing 





. operations are performed in less than four sec- 

a onds. 

a For general-purpose small and medium core 

“e blowing work, choose the DEMMLER No. 1—the 
core blower with an unchallenged reputation for 
dependable, profitable performance. 

7 
WRITE FOR ILLUSTRATED FOLDER TODAY! 
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PROPERTIES OF 
SAND CORES 


(Continued from Page 81) 


is the more refractory. I do not claim 
this method to be a replacement for 
the standard method but it will re- 
veal useful information if you do not 
have the apparatus for the standard 
method. Results seem to correlate 
with actual castings results. 

Don’t be alarmed to discover that 
the sintering point of your sand is 
200 or 300° below the pouring tem- 


They 


perature of your metal, as other con- 
ditions of the sand-metal interface 
have a great deal of effect on the 
kind of casting surface obtained. 
Practically any core sand can be 
mixed with practically any core bind- 
er in a sand mixing machine, so no 
special characteristics of the sand 
or binder are required for this step. 
To ram or blow the sand properly 
into the corebox the sand must have 
the property of flowability. Flowabili- 
ty is defined in the sand testing hand- 
book as “The property of a foundry 
sand mixture which enables it to fill 


51ST yARPAGE 


... it’s less than 0.1% 


Transite Core Plates offer all these advantages: 


They speed production 


Core makers save trips... han- 
dle many plates at one time. 


They last longer 


Made of fibrous asbestos and 
cement, Transite Core Plates 
resist shock...are less likely to 
crack or break. 


They clean easily 


Core wash, sand, etc., do not 
stick as readily as to other ma- 
terials. Both sides are usaple. 


They resist corrosion 
and warpage 


Transite Core Plate surfaces 
stay smooth even after long serv- 
ice. Warpage is less than 0.1%. 


They are economical 


Low price, low maintenance 
and long life add up to low cost. 


To eliminate green cores and re- 
duce baking time perforated 
plates are also available. 


For full details write 
Johns-Manville, Box 290 - 
New York 16, N. Y. 





Johns-Manville 2 


AD, 








TRAN SITE 





£E PLATES 
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pattern recesses and move in a! 
direction against pattern surfaces u 
der pressure.” This ability is to sor 
extent influenced by the grain sii 
shape and distribution of the sar 
It is influenced by the moisture cx 
tent of the sand. It is greatly 

fluenced by the green strength a1 
types and percentages of binders 


the sand. The flowability tends 
decrease with increased gre 
strength. 


Good flowability is very importa 
in a sand mix used in a core blowin; 
machine. Pressure applied to tl 
sand by the air is of brief duratio: 
and the sand must flow very quick!) 
to the extreme corners of the cor 
box. However, in this case the pres- 
sure is applied all through the sand 
and if the mixture is suitable, if th« 
sand is open enough, if the moistur¢ 
is correct, if the green strength of the 
sand is correct, if the corebox 
properly designed and vented and the 
air pressure is right, excellent cores 
can be made. This may sound like 
lot of “ifs’ but these conditions ar: 
not difficult to meet and the stron 
permeable, uniform 
this method are certainly worth the 
effort. 


cores made by 


Must Support Own Weight 


Whether the core is blown or hand 
rammed or mechanically rammed the 
next problem is to get the core out 
of the box and on a dryer on the oven 
rack. Many cores are intricate an 
difficult to draw. Cores of this gen 
eral type must have sufficient gree! 
strength to support their own weight 
above the dryer and resist vibrations 
and jarring until they start to di 
and bake. The core must be toug! 
enough and permit the small defo! 
mation encountered when the cor 
box is rapped or vibrated. The co! 
must be bonded so as to bind tl 
sand grains to one another without 
any tendency to bind the sand grail 
to the core box. In other words, tl 
sand must not be sticky. Of cours 
We are assuming that the 
of the corebox is in good conditio 
and perfectly smooth. 


surtac 


Probably the cleanest workil 
core sand mix and one that is ve! 
popular consists of a high permeabil 


ty sand bonded with 1 per cent co1 
flour, 1 per cent core oil and 2 to 
per cent moisture. In this mix tl 
core oil penetrates the pores of tl 
corebox and forms a microscopi 
slippery, oily film on the surface o 
the box. The mixture of corn flour 
and water forms a coating on the 
sand grains but not on the corebox 
The green sand core is a homogeneous 
mixture held together by the coating 
of corn flour and water on the indi 
(Continued on Page 200) 
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Part of our Milling Machine Section where 
numerous units of equipment and skilled 
workmen handle a wide range of work. 


Here is Where You Start 
to Save $$ on Patterns 


Right here in our Chicago plant where we are 
completely-equipped for the fast production of all- 
machined patterns . . . . patterns which cost far less 
for maintenance, patterns which speed up mold pro- 


duction (as cores drop into place “right’’), patterns 





which produce castings that “fit the jig” (in the ma- 


A view of our Duplicating Equipment 
used in the production of high pre- 


cision patterns. chine shop) with unerring accuracy. We say—the 
patternshop is the foundry’s “toolroom.” Here is 


where you start to make money! We invite your 


inquiry. 





Why Not Pay Us A Visit? 


* You are cordially invited to inspect our facilities anytime you are in 
Chicago. Come in and see some of the interesting work we have in progress 
Typical all-machined pattern. This one and tell us your problems. Our Pattern Engineering Service is at your 


consists of six brass patterns mounted disposal. 
on cope and drag steel plates. 
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(Continued from Page 198) oil may work beautifully in the core- 
vidual sand grains cementing them boxes with higher green strengths 
together. Through this whole mass possible. This is particularly true 
is intimately blended the core oil to in the case of bentonite being used 
provide most of the baked strength. to provide green strength. However, 
It is fortunate that the oil on the the clays do not co-operate with the 
surface of the corebox prevents the core oil as well as the corn flour 
pasty mixture of corn flour and water does. Where the cereal and water 
from possibly adhering to this surface combination supplements the baked 
but still the oil will permeate the strength of the core oil, the clay 
whole core and act in conjunction materially detracts from the strength 
with the cereal to bind the sand of the core oil in the baked cores. 
grains together when the core is The film of core oil on the surface 
baked. of the corebox has a good parting ef- 

Sand with clay, water and core fect. If this film of core oil oxidizes 


... latreductug 


A REVOLU 


TIONARY NEW 


“CAST-MASTER™ 


Die Casting Machine 


a CC 


ena tt 


Turns out 
Castings 
up to 5 lbs. 


+» 10% 








\ ean 
a 


1 






% 


+9 50% FASTER! 


A natural” for shops doing small or medium 
castings or shops needing a supplementary 
machine to handle smaller dies 


A die-casting machine, designed by leading die-casting 
engineers, to produce light and medium castings at a rate 
of speed and efficiency heretofore considered impossible 
Precision-built, it offers the same rigidity, the same 
superior construction as other famous Cast-master models 

plus added exclusive features that speed up 
production and cut operating costs to a NEW LOW 


MILLER-TAYLOR TOOL CO. 


5005 EUCLID AVENUE ° CLEVELAND 3, OHIO 
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on the surface of the corebox in con- 


tact with air at room temperature 
it will start to build up a gummy 
layer of partially oxidized core oil 
on the’ corebox and cause sticking 


unless it is removed. If the 
oxidizes readily at room temperaturs 
the coreboxes will have to be cleaned 
frequently. The better core oils tend 
to retain their parting effect and the 
coremaker can use the box with much 
less time and effort spent in cleaning 
out this gummy deposit. 

It is interesting to place a drop of 
solvent, such as lacquer thinner, on 
the surface of a metal corebox after 
making several cores and watch the 
dark ring of oxidized core oil 
around the edge of the drop of sol- 
vent. 


core oul 


form 


This is an easy, simple way to 


visualize the rate of oxidation of the 
core oil in the corebox. 
To Make Smooth Cores 
In a straight oil-sand mix, a core 


oil with 
make 


low 
smoother cores than an oil of 
high viscosity. In the production of 
many castings, boiler sections for in 
stance, a straight 


viscosity will generally 


mixture of core 


sand, core oil and water serves the 
purpose better than if cereal binder 
were used. If a core sand mix con 
tains equal parts by weight of core 
oil and cereal, the cereal will evolve 


approximately two to three times 


as much gas at elevated temperatures 


as the core oil will. Becauss this 
fact some cores are much more easily 
vented if no cereal is used. 

Usually it is better to use no more 
cereal than is absolutely n¢ sary 
to obtain the necessary green 
strength. One foundry using per 
cent corn flour in a core sand mix 
was having trouble with metal pens 
tration and blows in gray iron cast 
ings. Around 1 per cent corn flour 
is enough for practically any core 
Sometimes the use of a slight excess 
of cereal with low moisture content 
is justified because it will quickly air 
dry to form a skin on the core which 
will supplement the green strength 
and prevent sagging due to core rack 


vibrations and unavoidable jarring of 
the cores before they start bake 

After the cores are baked there 
a new 
There is a 


are 


set of properties to look for 


definite relationship be- 


tween the tensile strength the 
cores and the proportion of cores that 
are broken in the coreroom This 


has been definitely established in pro 
duction foundries using fragile cores 
baked and handled the 


made, under 


same carefully controlled conditions 
over considerable periods of time 
In one steel foundry tensile strength 
of the cores is held to narrow limits 


as a method of controlling collapsibili- 
(Continued on Page 202) 
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BAKER PERKINS FOUNDRY 
EQUIPMENT 


Are you concerned over rising costs of pro- 

duction and maintenance in your foundry? Are 

you losing money by producing an abnormal 

number of faulty castings owing to improper process- 

ing of sand? The efficient performance of Baker Perkins 
Foundry Equipment may solve your problems. Let our engi- 
neers review your production system and recommend the 
specific Baker Perkins equipment that will increase production 


of higher quality castings at less cost. 


BAKER PERKINS INC., FOUNDRY EQUIPMENT SALES, SAGINAW, MICHIGAN. 
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(Continued from Page 200) 

ty. They claim that there is a maxi- 
mum limit to the tensile strength al- 
lowable and if this maximum tensile 
limit is exceeded they run into hot 
tears. Usually, the tensile strength 
test is used as a guide to see that 
maximum tensile strength is achieved 
with a minimum of binder so that 
cores will not be broken in handling 
and still the binder is kept low enough 
to minimize gas troubles. 

If cores are to be handled without 
deterioration in dimensional accuracy, 
the surface and corners must be 








hard and firm. Surface hardness is 
important to this extent. Cores with 
a fairly hard surface seem to resist 
erosion by flowing metal better. Have 
you ever said or heard someone else 
say something like this? “These cores 
are hard and strong but they are too 
brittle’ or they don’t have “life” 
enough. Flexibility of core oil bonded 
cores is a fact that is rather hard 
to pin down and express in repro- 
ducible figures and there has been no 
wide acceptance of any standardized 
method of measuring this property. 
cores 


Extremely flexible springy 


S-G ALUMINUM ALLOY INGOT is pro- 
duced by craftsmen whose skill and 
know-how assures you of uniform raw 
material with which to work. For all 
types of castings — Die — Permanent 
Mold or Sand Cast — aluminum alloys 


trademarked S-G are recognized for their 


uniform quality and the way they meet the 


most rigid specifications both as to chemical 


; and physical analysis. Our complete modern 


N research and testing laboratory facilities are 


available to aid you at any time. 


SONKEN-GALAMBA 


a ae RPESEAR 


Riverview at 2nd Street - Kansas City 18, Kansas 
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may be made by bonding sand with 
linseed oil or a good core oil and 
baking the cores at a low tempera- 
ture, say 300° to 350° F. It takes a 
good many hours to bake a core 
under these conditions and this ex- 
treme flexibility is seldom necessary 
A good core oil will produce reason- 
ably flexible cores when baked from 
400° to 450° F, and the required bak- 
ing time is not unreasonable. 


Cores used in the best castings 
are usually baked past their peak 
strength. They have to be in order 
to have the least gas with the most 
strength. Cores on the green side 
at their peak strength invariably 
cause trouble. I have even seen ex- 
treme cases where cores were baked 
just enough to make handling 
and then have baking continued to 
peak strength and beyond in the cast- 
ing. With a thin section casting, the 
cores may be quite difficult to re- 
move. In these cases, if oven capaci- 
ty is extremely limited, it is best to 
work along several lines to reduce 
the baking time required. A more 
permeable sand may be used. This 
will speed up the air and gas circu- 
lation through the core and hasten 
baking and collapsibility too. 


possible 


Keep Moisture Content Low 


Moisture in the sand should be kept 
as low as possible. The core tem- 
perature cannot rise above the boil- 
ing point of water and bake the core 
oil until all the water in the core 
has been vaporized. The percentage 
of binder should be kept fairly low. 
It usually pays to use a core oil of 
high binding strength and use the 
smallest percentage of this oil that 
will provide the necessary strength. 
More people are using too much core 
oil in their sand mixes than not 
enough. When the oil ratio is re- 
duced, the required baking time is 
lessened. 

Some core oils will bake faster than 
others. 
baking oil is advantageous. In most 
foundries a fast baking oil is the 
most desirable. It is worth while 
to investigate and find out how long 
it takes your cores to reach their 
peak strength and see if your baking 
cycle is correct for the sand mixes 
you are using and the size and shapes 
of cores that you bake. Most found- 
ries have been able to work out a 
good, practical balance between the 
foregoing factors. Many, however 
can find room for improvement, and 
investigation of these factors will pay 
dividends in coreroom economies and 
better castings. 


In some corerooms a slow 


Moisture pickup of cores is a fac- 
tor to consider. Some cores may 
(Continued on Page 204) 
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0 Our pneumatic draw table is designed to accom- 


modate custom built cavity blocks interchangeably. 





This method of making aluminum castings is rap- 
idly becoming more popular because it is based 
on three sound economic reasons. Aluminum 
castings produced in permanent molds are 
cleaner and better looking; they have a closer 
dimensional accuracy; they can be produced 
more economically. 





We are well equipped to make all types of wood and meta! patterns in accordance 
with the specifications of your foundry. Precision patterns are a specialfy. 


Your molds and pattern equipment, if properly constructed for the 
purpose they are to be used, can save you up to 25% on casting cost. 
On high production items this can amount to even greater savings. 





Accurate scale models of all kinds are P ° ° 
sided t oak vee wad Send us your blueprints or sample castings for quotation. 


quirements. Your inquiry will receive our prompt attention. 


MASTER PATTERN COMPANY 


1315 MAIN AVENUE CLEVELAND 13, OHIO 


DESIGNERS AND MANUFACTURERS OF PERMANENT MOLDS, WOOD AND METAL PATTERNS AND MODELS 
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(Continued from Page 202) 

have to be stored over a fo rey, rainy 
week end. How will humid atmos- 
phere affect them? 
with 1 per cent of a good core oil 
will lose about 40 to 50 per cent of 
their tensile strength upon storage in 


Cores bonded 


an atmosphere of 95 per cent humid- 
ity overnight. bonded with 
1 per cent core oil and 1 per cent 
cereal will lose 80 to 85 per cent of 
their strength under these conditions. 
In damp weather the core breakage 
always goes up. Cores that have 
been weakened by humid storage will 


Cores 


recover most of their former strength 
if they are dried briefly in an oven 
before using. 

Properties that the cores exhibit 
when they are set in the molds and 
when the hot metal is poured on 
them are harder to identify and mea- 
sure than the properties of the green 
and baked sand, but they are even 
more important. If the surface of 
the core is to form a smooth, easily 
cleaned, sound surface on the cast- 
ing without veining, scabbing or 
other metal penetration or undesir- 
able irregularities, the cores must 


Something Extia”™ 


Provided Only By BUCKEYE! 


7] Baas is plenty more for your money to be 


found in Buckeye Silica Firestone . 


. low first 


cost, extra long service, ease of application, its re- 


sistence to heat and abrasion—in short, every- 


thing you demand in a modern refractory. 


Most of the leading foundries of the United 
States and Canada are using Buckeye Silica 


Firestone for lining and patching the melting 


zone of cupolas 
service, too! Write us today! 


you can enjoy its better 


THE CLEVELAND QUARRIES CO. 


1740 E. Twelfth Street 


Cleveland 14, Ohio 


~  ,BUCKEYE . 


“FOR THAT EXTRA SERVICE” 


SILICA FIRESTONE 
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have certain physical and chemical 
characteristics. The property knowr 
rather vaguely as “hot strength” en 
ters into the picture here. Shoulk 
the surface of the core have a hard 
rigid hot strength, it will tolerate n 
unbalanced expansion 
relationship. If the sand grains ex 
pand more than the binders contract 
you will have an excess of expansio1 
with resultant buckling and spalling 
and their resultant scabbing and ra 
tails. If the binder burns out an 
contracts more than the sand grain 
expand and the surface remains rigid 
you will have veining where fissures 
open up in the surface of the sand 


contractio!r 


Rather than having a rigid, hard 
unyielding surface at elevated tem 
peratures the surface of the cor 
should be slightly plastic and free t 
yield to inequalities of expansion or 
contraction. To remedy 
expansion the sand may be one that 
is spread over more screens or the 
mix may incorporate materials whicl 
will absorb the expansion of the sand 
grains. These materials may be clay 
which will contract as the sand ex 
pands, or, more practical for cores 
cereal or wood flour or any 
material that will burn out rapidly 
and make room for the sand grain 


excessive 


organk 


to expand. Softer ramming may Db 


the remedy. 
Use Less Organic Material 


To correct excessive contraction of 
the core surface with its attendant 
veining, less organic material may be 
used but the amounts of organic ma 
terial in the sand are pretty mucl 
determined by the requirements fo! 
green and baked strength. So it i 
more desirable to balance this cond 
tion by using a material such as iro? 
oxide or silica flour to make the sur 
Harder ramming 
plus correct use of iron oxide wil 
invariably stop veining due to exces 
sive contraction of the core surfac« 


face more plastic. 


If a core specimen bonded with 
only combustible organic binders i 
heated rapidly to a temperature be 
low its sintering point, it will posses 
strength only as long as the organi 
binder endures. If the sintering point 
of the sand is above the temperaturs 
of the metal flowing over the sand 
the sand can be expected to erode or 
wash as soon as the organic binder 
strength to hold the 
grains of sand in place against the 
flowing friction of the metal 


lose enough 


However, if the core possesses hot 
strength due to a sufficiently low 
sintering point or to the presence of 
iron oxide or silica flour, the sur 
face of the sand will be plastic and 
resist the eroding effort of the flow 

(Concluded on Page 206) 
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ICHOLLS MOLDING MACHINES give 

you the kind of SERVICE you want. 
Foundrymen know that they can rely on 
these HEAVY DUTY machines to produce 
the maximum number of good molds. This 
enables you to meet production schedules 
on time and give your customers satis- 


factory SERVICE! 
NICHOLLS has a complete line of portable 


and stationary types for the production of 
light, medium and heavy castings. All 
machines are available with electric controls 
for push-button operation. 


Wm. H. NICHOLLS Co., Inc. 
RICHMOND HILL 18, LONG ISLAND, NEW YORK 


ESTABLISHED 1910 





FOREIGN MANUFACTURERS AND SELLING AGENTS FOR CONTINENTAL EUROPE 
AND GREAT BRITAIN—GEORGE FISCHER, LTD., SCHAFFHAUSEN, SWITZERLAND. 











1E FoUNDRY—February, 1948 


(Concluded from Page 204) 


ing metal. I don’t say that a low sin- 
tering point of the sand itself is de- 
sirable from all aspects but it does 
give the some hot strength 
which may be used to advantage. 


core 


Metal penetration or “burned on” 
sand is a problem that goes back to 
the coreroom when this defect occurs 
on a cored surface. Low sintering 
point of the sand can undoubtedly 
influence and aggravate this condition 
but I am rather reluctant to believe 
that iron can be welded to silica. 
Fluidity or viscosity of the metal has 


influence on penetration. Gas pres- 
sure tends to hold the metal back 
and not allow it to penetrate the 
sand. 


The decomposition of oxidized lin- 
seed oil probably releases some oxy- 
gen which will tend toward an oxi- 
dizing mold atmosphere. If there is 
linseed oil in the core that is not 
entirely oxidized, the oxygen that gets 
into the core voids on standing may 
react with the unsaturated linseed 
oil with the liberation of heat. This 
heat may raise the temperature of 
the metal and lower the viscosity of 
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PERMANENT ACCURACY... 
COMPLETE INTERCHANGEABILITY 


WADSWORTH 


FAMOUS AMERICAN FLEXIBLE POURING JACKETS 


Aluminum or cast iron, American Flexibles adjust to six degrees of 
mold taper and align to any out-of-square. 
either spot welded or bolted—the latter having slotted holes to permit 
moderate adjustment of size and degree of taper. 


IMMEDIATE DELIVERIES 


Stock Core Machines * Cutting Off And Coning Machines * Steel 
Core Plates * Steel and Aluminum Bottom Plates * Core Files * Square 
Twisted Steel Gaggers * Slip Flasks * Flexible Jackets * Metal Patterns 
* Aluminum Match Plates * Permanent Molds * Sand Cores From Your 
Core Boxes * Cores Shipped Anywhere — Send Us Your Core Boxes. 


SOLD THROUGH LEADING FOUNDRY SUPPLY HOUSES 


WADSWORTH EQUIPMENT CO. 


2547 MOGADORE ROAD AKRON, OHIO 


General Offices: 10 S. College St., Akron 8, Ohio 
SINCE 


~ 





WECO 


FAMOUS AMERICAN 
STANDARD WEIGHT 
TAPER STRIP FLASKS 


Especially recommended for machine 
use on jobs up to 24” x 24”, the 
American Standard is of closer 
ribbed construction with heavier 
metal throughout. It embodies all 
the latest American design improve- 
ments of the Featherweight, includ- 
ing the new riveted square corner 
which eliminates all possibility of 
distortion and out-of-square. 


Angle iron corners are 


TEL. JE 5194 


19171 
WA-148-19 
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the metal to encourage penetration 
This is theoretical but we know that 
we have metal penetration with gree 
oil sand cores. It is cheaper to scraj 
a doubtful core than to scrap th 
casting. 

If the mold atmosphere is neutra 
or reducing, the decomposition of th 
organic core binders (which provide 
the reducing atmosphere) is endother 
mic and the heat absorption of th 
sand will cool the surface of the iro! 
and inhibit penetration. Sand wit! 
low refractoriness will allow th 
smaller grains to fuse first and ad 
here to the larger grains enlargin 
the voids in the sand. Mechanica 
penetration is the result. “Burned on 
sand is metal penetration or ferrous 
oxide penetration possibly. I still 
doubt if silica can be welded to iron! 

As soon as the casting solidifies 
the perfect core should disintegrat 
in order not to strain the casting 
or cause any difficulty in 
moval a little later. The same fac- 
tors that gave us our desired hot 
strength are now opposing collapsi- 
bility. When hot strength can be pro 
vided by core oil and cereal, collapsi 
bility is not much of a problem. Sili- 
ca flour, clays or excessive amounts 
of iron oxide will seriously hamper 
collapsibility and are to be carefully 
used, and never more than is neces- 
If a little helps, an excessive 
will not necessarily be a 


core fre 


sary. 
amount 
cure-all. 

Shakeout characteristics of a core 
sand are tied up with hot strength 
collapsibility and retained strength 
It is not as important as the proper- 
ties mentioned earlier but it should 
not be ignored altogether. Again the 
organic binders commonly used give 
the best results. Before any material 
goes into your core and 
effect on each of the properties of 
the cores should be considered and 
changes made cautiously. Often one 
or more property is improved to the 
detriment of others. Each core is an 
individual problem and should be con- 
sidered in the light of experience as 
well as with imagination. 


mix, its 


Editor’s Note: This article is fron 
presented at the tenth annual W 


gional Foundry Conference 


Permanent Molding 


Bibliography of articles on the pe! 
manent mold process has been com 
piled by Harold E. Bourassa and pub 
lished by Wheeler Consultancy Inc 
196 Worthington St., Springfield 
Mass. Booklet lists articles on past 
and present applications of the per 
manent mold process, covering som: 
of the earliest known information o! 
the Bronze Era up to 1947. 
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The simplicity, accessibility and com- 
pactness of the Joy Fan is clearly 
shown in this cut-out drawing. 


More efficient—lighter—more compact— 
easily and economically installed. 


A very complete line of stock Vaneaxial fans in sizes 
and capacities to cover practically any industrial need. 


cate 


Volumes up to 100,000 C.F.M. 
Pressures up to 9.6" W. G. 
Housing diameters 18” to 60”, 


: 
tet 


Compact—easier to install—efficient—with an exciu- 
sive Joy feature, on-the-job adjustable Blades, per- 
mitting change of pressures and correction of duct 
resistance. 
Write for Bulletin describing 
the “Series 1000” line—now ready! Front view, showing 


self-enclosed motor 


PCalt for a Gog E ond clean-cut design. 


JOY MANUFACTURING COMPANY 


GENERAL OFFICES: HENRY W. OLIVER BUILDING - PITTSBURGH 22, PA. 
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Fig. 1—Pouring a 
gray iron furnace 
part in a 50 x 34- 
in. magnesium 


flask 


Fig. 2—Two mag- 
nesium flasks. The 
one at left, of the 
assembled type, 
has been in use 
over two years. 
Flask at right was 
cast in one piece 


Fig. 3—Left: Small 
magnesium core 
plate. Center: 
Magnesium sand 
cartridge for core 


blowing. Right: 
Magnesium radia- 
tor vent board 
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in an Iron Foundry 


REVIOUS to 1942, the Utica Radiator Corp., Utica, N. Y., 

devoted its entire foundry facilities to the production of 

cast iron heating equipment and accessories. All the 
equipment used in the plant was made of the heavier metals. 
In 1942, the production capacity was converted to the proc- 
‘ssing of magnesium sand and permanent mold castings. 
In September, 1945, the majority of the plant was _ recon- 
verted to the production of cast iron sand castings; how- 
ever, the magnesium foundry, although reduced in size, was 
maintained 3ecause of the experience which was attained 
luring the period 1942-1945, considerable time and thought 
were devoted to the possible uses of magnesium in the iron 
foundry. Since 1945, equipment made of magnesium has been 
used on an increasing scale in the iron foundry. Although 
complete service records have not yet been obtained on all 
the applications to date, sufficient data have been acquired 
to state that magnesium equipment has a definite place in an 
iron foundry. 


Magnesium Has Many Advantages 


Whenever magnesium is mentioned, the usual reaction is 
that the high cost prohibits its use. The major increase in 
cost usually is the cost of the original castings, but in some 
cases it can actually be less. The cost of magnesium castings 
in foundry applications are not much higher than in 
other metals, perhaps 10 to 20 per cent, and with the 
rising costs of other metals the margin may be equal 
and, in some cases, less than in other metals. Because of the 





By A. J. MAROTTA excellent machinability of magnesium, a considerable reduction 

Chief Metallurgist in machining costs can be realized, thereby reducing the over- 
Utica Radiator Corp all cost of magnesium foundry equipment. 

Utica, N. Y Coreroom—Magnesium core plates varying in size from 12 


x 6 in. to 40 x 18 in. are being used in the coreroom on a 
production basis. Some of these core plates have been in use 





for a period of two years. The advantages of magnesium 
core plates are: Decreased lifting load for coremakers and 


Weight of Various Magnesium Foundry handlers, increased production, and the elimination of surface 
sealing. For instance, a core plate 40 x 18 in. (Fig. 4) when 








=] Equipment made of magnesium can be handled by one man in removing 
it from the baking racks and placing it on the corebox. 

— _ a Because of the decreased lifting load, many jobs weigh- 
00 SNE + >> : — = ing more than 25 lb can’ be reduced below 25 lb by using mag- 
Vent ane canes 16” x 23 30 nesium equipment and, therefore, will allow women to do the 
- ogee aa oo oe 3 work. In New York state, as is the case in other states, 

oo: oo + ee ey labor laws prevent women from lifting more than 25 Ib. 
Flask taenanes 25” x 26” x 9” 34 No problems have been confronted on the smaller core 
} oo eee <<? Se Hs 108 plates, but expansion and warpage are a problem with the 
larger core plates. Magnesium expands more with increase in 

i 
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temperature than do other metals 
commonly used in the manufacture 
of core plates. For this reason, the 
differential in expansion between the 
core and core plate is so great that 
usually the core cracks or becomes 
distorted and, therefore, must be 
scrapped. This problem was solved 
by placing newspapers between the 
green core and the core plate. Not 
only did this prevent the cores from 
cracking and distorting, but it also 
keeps the core plates clean and pre- 
vents baked cores from sticking to 
the core plate, particularly when the 
core plates are not clean. 


Procedure Eliminates Warpage 


On the 40 x 18-in. core plate, 
which is solid (no vent holes), warp- 
age of about .005-in. occurred in ma- 
chining which was not serious. How- 
ever, by using sharp, properly de- 
signed tools, cutting oils, etc., this 
warpage can be practically elimi- 
nated. Warpage during machining 
operations is due to heating the cast- 
ing excessively and can be overcome 
by using good machine shop practice. 
The matter of warpage has been 
more difficult to solve because 
the mechanical properties of mag- 
nesium decreases with increase in 
temperature. At 400° F the ulti- 
mate tensile strength of a magnesi- 
um sand casting decreases from 29,- 
000 psi to 17,000 psi, whereas the 
elongation increases from 3 per cent 
to 36 per cent. Cores are baked at 
450° F. Warpage due to the heat- 
ing and cooling periods in core bak- 
ing is serious, as it amounts to 
about 1/16-in. on a 40 x 18-in. core 
plate. Incidentally, this warpage 
usually occurs within the first two 
months and remains fairly constant 
thereafter. 

Heat treatments have helped de- 
crease this warpage, but improper 
design appears to be the major cause 
of warpage. A core plate 21 x 32- 
in., ribbed differently and with %-in 
diameter holes every 3 in., has 
worked very well. These core plates 
have been in service about two 
months and to date have shown no 
warpage during the baking and cool- 
ing cycle. Preducers are now, and 
have been for some time previously, 
developing new magnesium alloys 
which can withstand operating tem- 


Fig. 4— Magnesium bottom 

board and/or core plate at 

left. At right, magnesium 

core plate measuring 40 x 
18 in. 
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perature of 600° F without a loss 
in mechanical properties. When such 
alloys are available, the warpage of 
the present magnesium core plates, 
caused by the heating and cooling 
cycles during the core baking pe- 
riods, should be eliminated. 

Vent plates made of magnesium 
have been very successful. The only 
problem encountered in this applica- 
tion has been wear due to abrasion 
of the sand and warpage due to han- 
dling. However, the same problems 
are encountered in cast iron but to 
a lesser degree. Considering the 
weight lifting that is saved during 
a day’s operation when over 2000 
half cores are vented by one man, 
the problem of wear and warpage 
appears to be nil. Although steel 
strips placed around the edges of the 
vent plate would reduce the wear 
and warpage, it has been decided 
that it was not necessary, because 
it is cheaper to prepare a new vent 
board rather than place steel strips 
around its edges. 

At present a cartridge made of 
magnesium is being used on core 
blowing equipment. Because it has 
been in service only a short time, no 
comments can be made except that 
the reduced weight of the cartridge 
has already made it a desirable ap- 
plication for magnesium. 

In the future, coreroom' equip- 
ment such as coreboxes and core 
driers will be made of magnesium 
on an experimental basis. At pres- 
ent no serious disadvantages can be 
foreseen. 

Foundry —- Magnesium flasks of 
various sizes have been used in the 
iron foundry. Flask sizes that have 
been used are 22 x 19 x 13 in., 28 
x 26 x 9 in., 46 x 12 x 4 in., 50 x 
34 x 5 in., 60 x 40 x 24 in., and 62 
x 40 x 9 in. The larger flasks were 
made in sections and assembled, 


whereas the smaller flasks were cast 
in one piece as shown in Fig. 2. 
Handles, pin lugs, and trunnions were 
made as part of the casting. Al- 
though some pin holes did not have 
steel bushings and yet gave satis- 
factory performance, steel-bushed pin 
holes are recommended and pre- 
ferred. Flasks made of magnesium 
have been used on all types of mold- 
ing machines. Some of these flasks 
have had more than a year’s service, 
whereas others have been used only 
a few times because jobs for which 
they were made are not yet in full- 
scale production. 


Magnesium Flasks Stand Abuse 


Iron castings of various weights 
and sizes have been poured in mag- 
nesium flasks on both a production 
and experimental basis. The largest 
iron casting made in a magnesium 
flask was a boiler section which 
weighed 185 lb and measured 50 x 
32 x 7 in. Because of the charac- 
teristic lightness of magnesium, in 
jobs on which it required two men 
to place a flask on a pattern, it now 
requires one man, and where it re- 
quired mechanical equipment, now 
two men can do it without such 
equipment. This advantage also ap- 
plies during the shakeout of cast- 
ings. Magnesium flasks have stood 
the abuse well. As yet not one 
magnesium flask has been scrapped 
due to breakage, warpage or any 
other permanent deformation. The 
machining characteristics are excel- 
lent. 

As is the case with other type 
flasks, magnesium flasks when not 
in use are stored in the yard with- 

(Continued on page 212) 
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Surface Your Castings 


Faster and More Economically 


with NORTON B5 RESINOID Discs 


OU’LL find Norton B-5 Resinoid Discs 

with strong, sharp 37 Crystolon abra- 
sive especially effective for surfacing gray 
iron and non-ferrous castings—they com- 
bine fast, smooth cutting action with long 
life. 
And Norton discs of free-cutting 57 Alun- 
dum abrasive and B-5 Resinoid bond are 
economical for surfacing steel and an- 
nealed malleable iron castings. 


Suggested Specifications— 
Aluminum Castings...37€20-M5B5 No. 12 Tr. 
Brass & Bronze Castings. ...37C€20-M5B5 
Cast Iron Castings... . 37C16-L5B5 
Annealed Mall. lron Castings .. 57A16-L5B5 
Steel Castings, Hard 57A16-K5B5 
Steel Castings, Soft 57A16-M5B5 
Steel Forgings .... 57A16-M5B5 


The above specifications are for rapid stock removal. 
When fine finish is desired, crit size should be finer. 


NORTON COMPANY 
WORCESTER 6, MASS. 


Distributors In All Principal Cities 
W-1154 


NORTON ABRASIVE 
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(Continued from Page 210) determine the effect of molten iron der normal operating conditions 

on magnesium, the cope half of a Magnesium bottom boards hay 
mold was raised %-in. on the sprue been used in the radiator iron found 
end. At least 50 lb of molten iron ry for some time, and even thoug 
was allowed to run out over the two bottom boards have burned 
flask. The stream of iron, as it ran over four months of daily use, th 
out, concentrated on the pin lug and advantage in handling and the nor 
burned off that part of the lug. As scaling property of magnesium ex 
a result of this test and other ex- ceed the possible loss of a few bot 
periences, it can safely be concluded tom boards due to that cause. Bot 
that it is difficult to burn up a mag- tom boards will start to burn onl 
nesium flask in an iron foundry un- (Concluded on Page 214) 


out protection in all kinds of weath- 
er. Although corrosion occurs, as 
with all metals, it is perhaps less 
serious 

Magnesium melts around 1200° F 
and in the molten condition, when 
not protected, will burn. Therefore, 
when molten iron at a temperature 
of 2600° F comes in contact with a 
magnesium flask, it should burn. 
However, in over one year of con- 
stant use not one magnesium flask 
has burned even though run-outs 
and spill-overs have occurred. In 
fact, a magnesium flask has never 
been scrapped due to this cause. To 


Fig. 5—These cast magnesium 
steps are imbedded with sili- 
con carbide 


Fig. 6—Pouring gray iron ra- 
diators with aluminum flasks 
and magnesium bottom 


boards 
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ROBINSON SILICA BRICK 
LENGTHENS FURNACE LIFE-SPAN 


i, geno can depend on longer life with more 
tonnage per day from a furnace lined with 
Robinson Silica Brick. There are good reasons 
why it withstands long, hard service under 
extreme conditions of furnace operation! High 
quality ganister is selected for the minimum of 
harmful impurities before processing. Very low 
alumina content insures maximum strength at 
high temperatures. Modern manufacturing 
methods impart extreme density and high 


resistance to spalling and slagging. Strict labora- 
tory control in all phases of manufacture keeps 
quality at a uniform high for longer life and 
better service! Robinson FRC Silica Brick saves 
you money by decreasing brick consumption 
and cutting rebuilding costs! For dependable 
furnace performance, it’s Robinson Silica 
Brick — one of the Robinson line of uniform 
refractories! 


Write For Your Free Copy Of The Robinson Refractories Catalog 
You'll find information in it that you'll use all the time. Just drop 
a line to The Robinson Clay Product Co., Akron 9, Ohio and we'll 
mail your copy immediately. 


Robinson Engineered Refractories: Silica 
Brick, Fire Brick, High-Temperature Bond- 
ing Mortar, Castable Refractories, Plastic 
Fire Brick, Acid-Proof Cement, Fire Clays, 
Super-Duty Plastics, 


R-148-6 
ARS. 


THE 


ROBINSON 


CLAY PRODUCT CO. 


AKRON 9, OHIO 
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(Concluded from page 212) heat from the hot iron caused melt- 
when a run-out occurs on the bottom ing and burning on the sprue or 
side of the drag, which is only oc- pouring end of the flask. This can 
casional. Also, the pourer can pre- probably be eliminated by casting a 
vent this burning, providing the run- steel bar in the flask at the sprue 
jut is noticed immediately and the end of the flask. 
pouring is stopped. Magnesium top plates also are 

In radiator production four molds soon to be used in the radiator iron 
are stacked, with a bottom board on foundry. The fire hazard in this ap- 
the bottom and a top plate on top plication should be very small be- 
and the entire assembly clamped cause molten iron should never come 
(Fig. 6). Magnesium radiator flasks in contact with them. 
were tried but were not satisfactory Other Uses - Magnesium steps 
because molten iron runs over the (Fig. 5) which are imbedded on the 
sprue frequently and, in addition, the surface with silicon carbide were in- 





Divide the greater number of production hours given 
by a sturdy Shanafelt Steel Flask into its low original cost 
and you'll get a very happy answer. 


Shanafelt Steel Flasks are built to last. Ask any 
foundryman who uses them and he'll probably tell you he 
rates his Shanafelt Flasks among his best money-making 
equipment. 


When you want new flasks why not get estimates of 
cost and delivery of dependable Shanafelt equipment? 
You'll like the cost equally as well as you'll like the flasks. 


THE SHANAFELT MANUFACTURING CO. 


ss CANTON, OHIO 
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stalled on the stairway from _ the 
foundry to the shower room. These 
stairs are used at least four times 
per day by about 200 men who wear 
heavy shoes, usually with a bottom 
layer of sand particles; therefor 
the abrasive action is severe. Thess 
stairs have been in use for almost 
two years and have not had to be r« 

placed. The only sign of wear is on 
the edges, which are slightly round 
ed. The abrasive material on the 
surface is still almost intact. Thess 
stairs have already exceeded the life 
of wood stairs. Because of the light 
weight of the magnesium stairs, the 
structural requirements to support 
them did not have to be increased 


Light Weight an Advantage 


In summarizing, the primary and 
outstanding advantage in using mag- 
nesium equipment in an iron foundry 
is the reduced weight. By taking ad- 
vantage of this light weight, in- 
creased production results, the work 
is made more attractive, and the per 
sonnel is more satisfied. Other prop- 
erties of magnesium which prove to 
be of advantage are: Machinability 
nonscaling, noncorrosiveness, resili- 
ence, and rigidity. The resilient 
property of magnesium allows the 
equipment to stand much abuse 
during service without breakage or 
permanent deformation. 

The advantages of magnesium as 
applied in an iron foundry exceed 
by far the disadvantages, namely 
the possible fire hazard and warpage 
or distortion at high operating tem- 
peratures. However, as pointed out 


previously, it is almost impossible to 
cause fires of any consequence under 
normal operating conditions. 

Proper design and good machining 
practice has reduced warpage or dis 
tortion in core plates to a minimum 
Within the near future, new mag 
nesium alloys should be available 
which will withstand operating ten 
peratures of 600° F, thereby elim 
inating the problem of warpage or 
distoi tion. 


Nonferrous Institute 
Changes Name 


Brass and Bronze Ingot Institute is 
the new name for the Non-Ferrous 
Inget Metal Inmstitute, 308 West 


Washington St., Chicago 6. For the 
past 20 years this institute has gath- 
ered and published statistics, main 
tained a comprehensive research pro 


gram, published its findings and has 
promoted the use of ingot brass and 
bronze for the casting foumdry trad 
I. Glueck is seeretary. 
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OBITUARY 


NEWCOMB, vice 
3rown-Lavino 


‘HARLES H. 
A president, Rogers, 
Philadelphia, died suddenly Dec. 
9. Mr. Newcomb had been in the pig 
yn business for many years, begin- 
ng with Phoenix Iron Co., and later 
‘rocker Bros., which became Rogers, 
rown & Crocker Bros., and finally 
zogers Brown & Lavino Co. He was 
president and a member of the 
yard of directors of the latter com- 
any at the time of his death. An 
tive member of the Philadelphia 
yundrymen’s Association, he was in- 
rumental in its reorganization as 
Philadelphia Chapter of the AFA. 
° ° ° 
Dr. Harry L. Frevert, 65, president 
f the Midvale Co., Philadelphia, from 
1931-1943, died there, Dec. 11. Dr. 
Frevert, a native of Dayton, O., was 
educated at Harvard University where 
remained for a year after he re- 
ved his Ph. D. degree as an instruc- 
tor in chemistry. He joined Midvale 
Co. in 1909 as metallurgist, and sub- 
sequently became superintendent, vice 
president and president. 
+ ° ° 
P. W. Mulder, 60, vice president 
and general manager of the Almont 
Mfg. Co., Imlay City, Mich., died 
suddenly at his home in 


all his life, first as a patternmaker 
and for the past 26 years with the 
Almont Mfg. Co. He was active in 
chapter activities and was past presi- 
lent of the Detroit Casting Associa- 
tion before it became affiliated with 

AFA as the Detroit 


° ° 


Chapter. 


Charles H. Clauser, 73, pioneer in 
safety shoe industry, died Dec. 6, 
Sacred Heart Hospital, Allentown, 
Mr. Clauser had been interested 
safety shoe construction since he 
ned Lehigh Safety Shoe Co., Allen- 
wn, 25 years ago, as a salesman. 
* ° ° 
Norman B. Clarke, 51, works super- 
tendent of the Central furnace 
lant, American Steel & Wire Co., 
eveland, died at his home there 
jan. 5. Mr. Clarke, a graduate of 
‘ase Institute of Technology, joined 
production department of the 
npany in 1917, while still in college. 
° © ° 
Miller Peterson, 58, president of the 
narch Pattern & Foundry, Los An- 
s, died Dec. 17. Mr. Peterson had 
ided in Los Angeles for 25 years. 


* ° ° 


John H. Lyle, 74, fermer salesman 
r Hill & Griffith Co., Cincinnati, died 
e. 25, at Beloit (Wis.) Hospital. 
[r. Lyle was born in Dixon, Wis., 
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Almont, | 
Mich., Dec. 30 Mr. Mulder had been | 
associated with the foundry industry | 





and lived in Beloit for 67 years, wher: 
he attended Beloit College Academy 
He learned the molder’s trade in the 
foundry of Fairbanks, Morse & Co 
and in 1910 became a supply salesman 
for Hill & Griffith. 
° ° 
Clifford Ruggles, 48, general man 
ager, J. B. Foote Foundry Co., Fred 
ericktown, O., died at his home there 


Dec. 26. 


William Keller, 63, former president 
of National Bronze & Aluminum Co., 
Buffalo, died Nov. 13 3orn in Buf- 


falo, Mr. Keller was president of the 
foundry from 1927 until 1946 when 
retired. 
» * * 

Joseph M. Keogh, 81, former assist- 
ant to the general works manager, 
Allis-Chalmers Mfg. Co., Milwaukee, 
lied Dec. 10. Mr. Keogh had retired 
in 1937 following 56 years with the 
company 

° 

William Thurman, 87, retired, who 
organized the Plymouth Foundry & 
Machine Co., Plymouth, Wis., in 1905, 
died Nov. 22. 





Shanafelt Steel Flask Pins and Bushings are the result 
of many years of experience with flask-handling problems 


in all types of foundries. 


Because smooth opening and closing of a flask is so 
important to foundry profits, Shanafelt Pins and Bushings 
are designed for easy and fast line up of the sections. 


Their accuracy and long wearing qualities help to keep 
a firm alignment without play or shifting. 


Regardless of the type of flask equipment you have, 
you can use Shanafelt Pins and Bushings for replacement. 
Many sizes and styles can be shipped immediately from our 


large stock. 


THE SHANAFELT MANUFACTURING CO. 
CANTON, OHIO Bee 
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Editorial Offers Challenge 
To THE EDITORS: 


This will acknowledge your letter 
of December 4th and the copy of the 
December issue of THE FOUNDRY. 
I was, as you predicted, keenly in- 
terested in your editorial under the 
caption “Train More Apprentices 
Better and Faster.” I am particular- 
ly interested in the challenge of the 
last paragraph of the editorial where- 
in you state: 

“The Apprentice Training Service 
of the Department of Labor would be 
rendering a distinct service to the 
foundry industry and to users of 
castings by bringing together repre 
sentatives of both labor and the 
various foundry associations inter- 
ested in apprentice training for con- 
sideration of the entire problem.” 

Apprenticeship has a “New Look” 
and the construction industry set the 
new style; and it is just as you 
suggested in your editorial: Manage- 
ment and labor groups in each of 
the branches of the industry have 
gotten together with the Govern- 
ment, represented by the Appren- 
tice Training Service of the U. S. 
Department of Labor, and worked 
out a program of apprenticeship on 
which all were in agreement. 

This tripartite unity in program 
and promotional effort is now paying 
huge dividends to the construction 
industry and to the customers of that 
industry. I think it can be said that, 
for the first time in the history of 
construction in the United States, the 
skilled labor force is being main- 
tained through apprenticeship. 

While the need of the foundry in- 
dustry for skilled workers may not 
be as apparent to the general public 
as is the case in construction, never- 
theless, to those more intimately in- 
formed, the significance of the foun- 
dry industry and its skilled workers 
is well understood both with respect 
to our national economy and secur- 
ity. 

I consider your editorial to be in 
the nature of a challenge both to the 
Apprentice Training Service and to 
the management and labor groups 
in the industry. On behalf of the 
Apprentice Training Service, I ac 
cept the challenge. I have assigned 
a high level member of my staff, Mr. 
William J. Moore, 601 Feller Build- 
ing, Third and Market Streets, Har- 
risburg, Pennsylvania, to serve as 
national consultant to the foundry 
industry. His mission will be to work 
with all interested groups in the in- 
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dustry with the objective of develop- 
ing that “New Look,” which has 
proved highly successful in the con- 
struction industry. 
WILLIAM F. PATTERSON 
Director 
Apprentice Training Service 
Department of Labor 
Washington 


“| Love the Foundry” 
TO THE EDITORS: 


Yes, I love the foundry! You may 
wonder why I, a young man of 26 
and a _ schoolteacher by profession, 
should care so much about the foun- 
dry. 

Well, I never 
knew much about 
the glamour and 
sweat and hard 
work connected 
with the foun- 
dry, before I 
actually went in- 
to it. I looked 
upon it as a 
place for men 
with no ambition, 
no outlook for 
the future and above all for men 
who couldn't qualify for office work 
or any other professional field. I 
figured they were doomed men to 
spend the rest of their lives among 
such sweat and grime. My opinion 
changed when Dad opened a foundry. 
He was a molder for some 30 years, 
and was known as quite a producer 
of good sound castings. (As a matter 
of fact, Dad as a molder sent me 
through college, a sister and brother 
through art school, and another sister 
is now in medical school.) Anyway, 
Dad asked me to come down and see 
what a foundry looks like in opera- 
tion. I went to see for the first time, 
and I convinced myself then and 
there that this was the work I was 
always seeking. 





Since we were a small outfit, I 
jumped right into the work. I gave 
up all thoughts of remaining a school- 
teacher. My college associates told 
me how foolish I was to knock my- 
self out on hard work like that. I 
just laughed to myself, and worked 
a little bit harder. 

I learned to make molds, pour, and 
of course handled the job with the 
least amount of credit, the shake- 
out man. (These are the hidden 
hero’s.) I dumped molds and shoveled 
sand (no shaker at that time) till I 


thought my back would break. Afte 
awhile my soft hands got tough, an 
the smell of smoke and the taste of 
dust was fragrant to me. My duties 
were getting more profound as time 
when on. I would dump a few mold 
and the phone would ring, salesmer 
and customers would come, _ th 
grinder would break down, and ; 
million other things would happen 
After straightening out the situatior 
involved, back to the molds. Then of 
the floor and into the grinding roon 
to grind the castings, sack and get 
them ready for shipment. After th: 
day’s work I would labor over th: 
books, send out statements, letters 
invoices and general office work lik: 
that. 

Finally, I got helpers, and littk 
by little my duties in the foundry 
ceased. Sitting in the office starte 
to get dull, so to make myself happy 
I decided to set aside one day a weel 
to working in the foundry. That day 
after washing off the sweat and dirt 
I'd feel like a million. 

To you young men who believ 
that the foundry is no place to work 
don’t kid yourselves. Opportunities 
are endless, and with a little back 
bone and hard work you can g% 
places. Remember the old timers i: 
this business will not live forever 
and you have to continue on in th 
future. You don’t learn this kind o 
work overnight, and you can’t read it 


all from books. You have to see it and 


try it and understand it. It tak« 
time, but remember we will hav 
“heats” as long as this world wil 
exist. 

As I would sum my sentiments to 
ward the foundry, this is what I 
say: “The foundry is the backbone o 
all industry, and each man in it a part 
of the backbone.” Without the Foun 
dry we could never survive in th 
every-day mechanisms of our life. 

LINCOLN PIOTROWSK 
Manager 
North Aluminum Casting Co. 
Chicago 


New Approach Is Needed 


To the Editors: 

Naturally I found your editoria 
in the December FOUNDRY very inter 
esting. I certainly believe that yo 
have the right idea in raising th 
issue of the length of the appren 
ticeship courses. I don’t believe tha 
the traditional approach to appren 


(Continued on page 218) 
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NOW 


POURING TEMPERATURE MEASUREMENT 


made practical 





It’s nothing new to foundry men that correct 
pouring temperature means better castings 
and increased production. The need has been 
for a really practical portable temperature 
measuring system for non-ferrous foundries. 


At last this meed has been fulfilled. The 
Brown system which features the Electronik 
indicating and recording instrument and a 
portable molten metal thermocouple has given 
highly satisfactory service in brass, aluminum 


and other non-ferrous foundries. 


The ElectronikK instrument is fast and accu- 
rate. As soon as the thermocouple is im- 
mersed in the metal, the instrument pointer 
swings to the proper temperature reading. 
All this happens within ten seconds. Workers 
are not delayed, yet accurate pouring tem- 


peratures can be maintained. 


The giant scale is another reason why the 
Brown Electronik is so convenient for foundry 
use. You don’t need to bring the crucible to 
the instrument; temperatures can be read 
at a distance. 

The Brown Electronik with the portable mol- 
ten metal thermocouple can bring you all the 
advantages of uniform pouring temperatures 
with the speed and convenience necessary in 
foundry operations. For complete informa- 
tion on this system, write for Data Sheet 5.4-2 
and Catalog 15-I11. 


THE BROWN INSTRUMENT CO., 4420 WAYNE AVE., PHILA. 44, PA. 
DIVISION OF MINNEAPOLIS-HONEYWELL REGULATOR CO. 


SUBSIDIARY COMPANIES IN TORONTO «+ MEXICO CITY 
LONDON + STOCKHOLM + AMSTERDAM « BRUSSELS + ZURICH 


One of the numerous Brown: Electronik 


Pyrometer installations in the foundries of 


The Baldwin Locomotive Works. The ele- 
vated location permits an unobstructed 
view of the instrument from any position 


on the floor. 
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(Continued from page 216) 
ticeship is any longer any good. I 
mean the business of determining ap- 
prenticeship standards by sitting 
around a table and talking it over. 
The question of foundry skills should 
be analyzed methodically in the same 
manner that everything else nowa- 
days is analyzed methodically. A 
study should be made to determine 
just what elements of skill a molder 
should possess, i.e., what he should 
be able to do and what he does not 
need to learn. The elements should 
be built up into a program of learn 


ing and adopted as standard. 

The result may be a two-year pro- 
gram or it may be longer. It might 
even be the traditional four years, 
but there would at least be some 
kind of basis for the decision that it 
would be four years. It looks to 
me as if here is a real area for study 
and investigation. 

The thing has been done pretty 
well in engineering education and re- 
ported in the well known document 
“On the Aims and Scope of Engi- 
neering Curricula” and “On Engi- 
neering Education After the War.” 





luminum alloy iron-core induction mel 
continuous operation, have been dev 
photo upper right) 
channels have resulted in increased lining 








kind capable of 


Foundry (see 


ting furnaces, the first of tl 
eloped at Ajax’s Experimenta 


Simplified cleaning methods and improved design of melting 


life and reduced maintenance cost 


J » of melting 300 pounds per hour requires 60 kw. unit (see photo above) occupying 
about 4° x 4’ x 4’ space, requiring no foundations and provided with a self ntained 
internally wired control cubiclk ncluding potentiometer type temperature controller 
Operating cost from 40 to 70 cents per hour, with maintenance items almost negligible 


A”™ ther unit of 20 kw. capacity is finding wide acceptance as holding furnace in die 
casting and permanent mold work Space required is about 3’ x 3’ x 3’, 1 founda 





tions, self-contained contr bicle Oper 

charge of crucible is 300 pound 

> 4 ray investigation carried out on met 
that accurate (free of time lag) te 

allows casting consistently it lowest ar 

sound castings ill of wi h re t m ¢ 


ating cost from 8 to 12 cents per hour Meta 
il processed in Ajax induction furnace proves 
mperature control, typical of these furnaces 
d most adequate temperatures neces 
nsiderable reductior f reject 


AJAX ENGINEERING CORPORATION 
TRENTON 7, N. J- 







UCTION MELTING FURNACE 
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AJAX METAL COMPANY, Nov fe ingot Metals and Alloys for Foundry Use 
AJAX ELECTROTHERMIC CORP... Aix Northrup High frequency inducton Furnaces 
AJAX ELECTRIC CO., INC... The Asx Hultgren fe salt Bath Furnace 
AJAX ELECTRIC FURNACE CORP... Am Wye duct urnaces tor Methag 





Of course, when you have determin: 

what needs to be taught the questi 

of how to teach it still remains ar 

probably always will be a problem 
C. J. FREUD 
Dean 

College of Engineering 

University of Detroit 


Do Without Pig Iron 


TO THE EDITORS: 

We were very much interested i 
an item “Reducing Pig [Iron i 
Charge” which appeared in the Que 
tions and Answers section of you 
October issue. 

Another way to solve the ques 
tioner’s problem would be for hi 
to eliminate the 15 per cent pig iro 
in the charge, and make his charg‘ 
up of gray iron scrap and return 
The required amount of silicon coul 
be added in the ladle via exothermi 
ferrosilicon. He would not only brin; 
his metal down with a higher ca! 
bon, due to the smaller amount o 
Silicon in the charge, but he als 
would increase the fluidity of the met 
al. Any amount of silicon can be 
added in the ladle when exothermi 
ferrosilicon is used. 

You might be interested in a prob 
lem we encountered in a prominent 
midwest foundry where it was found 
impossible to obtain a 
gray iron structure on very thin re 
sistance grids. Machining losses wer 
very high and had been for years 
The addition of 1 lb exothermic ferro 
Silicon to each 50 Ib ladle of meta 
gave a completely gray iron stru 
ture, and increased the fluidity of 
the metal. The grade of exothermi: 
ferrosilicon used in this instance was 
not for silicon pickup but purel) 
to give better distribution of the car 
bon. 


completely 


GORDON B. THOMSON 
Exothermic Alloys Sales & Service 
Inc. 
Massillon, O. 


Suggests Thermit Process 


TO THE EDITORS: 

In looking over the October issue 
of THE FOUNDRY I noted on page 99 
a question relative to the installatior 
of a converter to make small heats 
of steel for experimental castings 
I agree with your reply that the 
equipment would be too expensive 
but believe that the thermit process 
developed by the Naval 
Laboratory, and described in the Au 
gust issue on page 84 might be a 
solution. While the metal itself is 
admittedly more expensive than a 
casting made in a regularly equipped 
steel foundry, the amount of equip 


Research 
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ment is very small and the process 
is very convenient where one or two 
castings are required. 

Tests have shown that it is the 
most “foolproof” method yet devel- 
oped as far as shrinkage in the cast- 
ing is concerned. It is not difficult 
to calculate an actually lower cost 
of the final castings when everything 
is taken into account. 

CLYDE L. FREAR 
Navy Department 
Bureau of Ships 
Washington 25 


Protecting Mold Surface 


To THE EDITORS: 

In the November issue on page 101 
reference is made to “Skin Dry Molds 
with Gasoline.”” We would like to 
point out that a great many foundries 
are using a liquid-type, rubber-base 
coating on mold as well as core sur- 
faces. On molds the first sprayed- 
on coating is lighted and the flame 
blown out when the color changes 
from orange to blue. Then a second 
light coating of the rubber material 
is sprayed on the warm surface. This 
dries in a few minutes, and the metal 
then can be poured into the mold. 
The rubber coating also prevents 
moisture absorption in the event that 
casting is not done immediately after 
the mold has been made. 

JOHN A. STERRETT 
President 
Foundry Rubber Inc. 
Washington 7, D. C. 


Making Core Driers 


To THE EDITORS: 

In a recent issue of THE FOUN- 
DRY I noticed in the Questions and 
Answers department a question re- 
garding core driers for small cores. 
Several years ago I was experiment- 
ing with compositions for semi-per- 
manent molds for gray iron castings. 
One of the mixes I tried fell short of 
my expectations, as I could make only 
25 to 28 castings per mold before 
castings would begin to exceed toler- 
ances. 

Since the material stood heat and 
wear rather well, I altered the for- 
mula by eliminating some refractory 
elements and used sodium silicate 
(water glass) as a finish, and made 
core driers for some small intricate 
cores I had to make without the aid 
of metal dryers. 

The corebox is first used to make 
a plaster model of the core to be 
dried, or a dry sand core may be used. 
The core is laid on the male half 
of corebox, a wood frame the size of 
corebox and any depth desired is 
placed on corebox, and the compound 
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rammed around the core. The compo- 
sition is struck off, core plate rubbed 
in place, rolled over, corebox lifted 
off and core drawn out of the com- 
position. Care should be taken in 
lifting corebox off the composition 
so that the corebox pins will leave 
a clean impression in the composition. 
Metal ferrules may be placed on core- 
box pins when ramming composition 
in the frame so that the ferrules will 
remain in dried composition as core- 
box pin guides. 

The frame, being held together by 
wood screws, is taken off, and the 


produced under rigid labora- 
tory standards to constant 
formulae... Ajax alloys 
give greatest performance 


composition mold is placed in oven. 
When thoroughly dried out the drier 
is coated with a thin slip of 5 per 
cent sodium silicate, water and a 
small amount of portland cement, is 
dried again, and is then ready for a 
long period of use. 

Composition used contains 40 per 
cent brick dust, made of soft, friable 
red brick; 55 per cent silica sand, and 
5 per cent sodium silicate dissolved 
in water. Those ingredients are mixed 
with portland cement in proportions 
of 3 parts compound to 2 parts cement 
and then enough water added to give 






in relation to total cost. 
No product can do more. 





AJAX METAL CO., PHILADELPHIA 23, PA. 


ASSOCIATE COMPANIES. AJAX ELECTRIC © AJAX ELECTROTHERMIC 


RP ® AJAX ELECTRIC FURNACE ® AJAX ENGINEERING 
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BUCKET EMPTIES ITSELF 
ON EVERY REVOLUTION! 


HERE’S HOW IT 
WORKS: 
NOW —- FULL — 
EFFICIENCY 
FROM YOUR 
ELEVATORS = 
NO MORE 
COSTLY 
SHUT-DOWNS 






DELIVERS MORE, FASTER—AT 
SAME OR SLOWER BELT SPEEDS! 


PEKAY New Type Self-Cleaning Buckets can't retain sand or other granular 
materials, even if close packed. The ingenious Stripper-Plate is bolted to 
belt separately from body of Bucket ... when mounting starts over pulley 
radius, Stripper-Plate must move upward, exerting irresistible leverage to 
dislodge and sweep out bucket contents! 


Easy to install—-just replace present buckets. All standard sizes--or made to 
size of your present buckets. Saves belts by equalizing strain. Simplicity of 
design cuts maintenance way down. Solidly built for long life under toughest 
conditions. Hundreds already in use. 


ORDER TEST BUCKETS TODAY—IMMEDIATE DELIVERY! 


LOOK FOR THIS 


| ¢’.. SELF-CLEANING 
PeKay “.°5 BUCKET 


EMPTIES — EVERY Tease I 


| Fs ON a MACHINE & ENGINEERING 


COMPANY...100 N. LASALLE ST., 





























CRANES 


... the fast tractor- 
footed load hustlers 





@ More speed, less cost in handling your 
foundry raw materials and castings— 
and better conditions for 
workers. Roustabout has 
magnet for scrap, cast- 
ings; bucket for sand, 
coal,coke. Goes any where, 
built for years ofoverwork. 


Many foundries enthusi- 


astic about Roustabouts 
| Write to a . 
—write for the economy 
Dept. K-1 and efficiency facts today. 





HUGHES-KEENAN CORPORATION 


MANSFIELD, OHIO, U.S.A 


Cad-Manidliag Special sme 19O0E 
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the mixture the feel of average mold- 
ing sand. 

In this formula the brick dust re- 
ferred to must be made of a soft 
friable brick comparable in quality 
to the brick used in loam molding 
as hard brick has a tendency to 
crack and spall when subjected to 
heating and cooling cycles. Weight of 
the driers may be reduced to som« 
extent by substituting ground asbes- 
tos fibers in the silica sand. 

J. J. PAUL 
513 North Third St. 
North Baltimore, O. 


AFA Taking Part in 
Chicago Conference 


American Foundrymen’s Associa- 
tion is one of the 51 scientific, tech- 
nical and engineering societies which 
comprise the Chicago Technical So- 
cieties Council, sponsoring a confer 
ence to be held Mar. 22-24 at the 
Stevens Hotel. Recognition for un 
selfish contributions of over 20,000 
technical men included in the coun- 
cil membership, will be accorded 
Theme of the Chicago Technical 
Conference will be a progress report 
to the nation in which member so 
cieties will expound the work being 
performed in scientific, engineering 
and industrial production fields 


Finnish Institute 


Requests Books 


The Finnish technical institute, 
Teknillinen Korkeakoulu, which lost 
its library during the war, will wel- 
come gifts of scientific and technical 
books and periodicals to replace thoss 
destroyed, according to Dr. Martti 
Levon, director of the institut« 

Any such gifts should be marked 
for the Institute of Technology, Hel- 
sinki, and sent to the Legation of 
Finland, 2144 Wyoming Ave., N.W. 
Washington. Dr. K. T. Jutial, Fin 
nish Minister, will arrange for their 
shipment to Finland. 


Memorial Hospital 


Ground breaking ceremonies for 
the 100-bed Memorial Hospital to be 
built by industries of Lufkin, Tex 
were held on Armistice Day, Nov. 11 
To be located in the heart of the pine 
timber belt of East Texas, the $800,- 
000 structure is sponsored by the An 
gelina & Neches River Railroad Co., 
Southland Paper Mills, Texas Found- 
ries Inc., East Texas Theaters Inc., 
Lufkin Foundry and Machine Co., and 
Angelina County Lumber Co. 
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provide the driver with full co- 


cE ordination of vision and power 


on “DAVENPORT” 
Foundry Molding Machines 


provide the operator with full co-ordination of 
vision and power. Jolting, clamping, rollover, 
vibration and pattern draw are all controlled 
from one centrally located point. 


“Davenport” Molding Machines are made in 
over 60 sizes and models. They will meet the 
most exacting requirements for production or 
jobbing foundries. You can make better cast- 
ings—in less time—at lower cost—with “Daven- 
port.” 






for our complete 
catalog 


- 7 =m x oe »- 
DAVENPORT MACHINE’AND 


I DURA phy 
Manufacturers of FOUNDRY MOLD Y , 4 Ut hotidls v4 GI ty 
A 


ING MACHINES for Over 35 Years DAVENPORT 1owa U. S.A. 
REPRESENTATIVES: CANADA: Canadian Foundry Supplies & Equipment Ltd., Toronto and Montreal 
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AVING of time, muscle power 
5 and accident compensation in 
the foundry—with accompany- 
ing decreases in work spoilage and 


increases in production—frequently 
can be obtained by the relatively 
simple expediency of analyzing the 
foundry’s materials handling system 
and bringing it up to date. The fol- 
lowing discussion presents examples 
of how several foundries modernized 
typical handling operations, such as 
transporting cores, handling flasks, 
charging cupolas, moving furnace 
bungs, and transporting and _ stor- 
ing castings. 

Core Handling—An important han- 
dling operation is the transportation 
of green cores to the oven. It must 
be done carefully to avoid jolts which 
could make the 
Fig. 4 this operation is accomplished 
by a_ hydraulic, 
hand-lift platform truck which is de- 


cores useless. In 
spring-mounted, 


signed to minimize shock in picking 
up a load and vibration in transit. 
Fig. 4 (taken at the Chemung 
Foundry Co., Elmira, N. Y.) shows a 
rack and hand truck. The rack is 
constructed of angle iron. Space be- 
tween shelves varies from rack to 


rack to permit handling of various 
size cores The shelves themselves 

















Yale & Towne Mfg. Co 
f;) Philadelphia Division 


IN THE 


comprise small tubes which are free 
to revolve and permit easy loading 
and unloading of the rack. The cores 
are placed on a plate by the core- 
maker and moved to the rack by an 
overhead electric crane. Racks are 
provided with skid legs to enable the 
use of the hand-lift platform trucks. 

After baking, the hand-lift truck 
takes the skid rack of dry cores from 
the oven and moves it to the clean- 
ing and assembly station. After as- 
sembly, the cores are put back on 


Fig. 1 — Electric trolley 
hoist on jib crane is 
fitted with specially de- 
signed pickup element 
for handling flasks 
Fig. 2—Heat and _in- 
adequate headroom 
over an air furnace 
prompted use of this 
hoisting arrangement to 
remove furnace bungs 





By CARL H. MOELLER 
Director of Field Activities 
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the plate and placed either on a skid 
rack or a skid platform, depending 
upon size and weight. The cores 
then are moved by hand truck to the 
molding floor. 

Flask Handling—Another foundry 
handling problem involves the assem 
bly and setting out of molds on the 
pouring floor. 
frequently is desirable here to avoid 


Overhead locomotion 


congested foundry floors and aisles 
Fig. 1 (taken at the Fletcher Works 
Philadelphia) shows one of 
jib cranes. The jib is fitted with an 
trolley hoist which has a 
specially designed pickup element for 
easier flask handling. The flasks, in 
addition to being heavy, present the 
same handling problem as the cores 

that of transporting without disturb 
ing the sand structure. The electri 
hoist easily and without jarring, lifts 
and lowers the flask in response to the 
hand-bar control. The operator’s 
other hand is left free to pull the 


several 


electric 
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Fig. 3—Tiering castings 

on pallets facilitates 

handling, saves yard 
space 


Fig. 4—Hydraulic, 
spring-mounted plat- 
form truck minimizes 
shock and vibration in 
core handling 


Fig. 5—Charging a cu- 

pola with crane truck 

and special dump ar- 
rangement 


Fig. 6—These skid-bins 

for handling small cast- 

ings are designed for 
secure tiering 














flask to or fro along the jib bean 
The pick-up element is interesting i: | 


| this case. A large ring is secur: j - 
‘ 1] | to the hoist roller chain. Eye rods 
q | Which are bolted to the steel flat a 







cos 
shown, are threaded onto the ring 
WEST ee NGINEES, ) \ | \ E E R N | Larger eye rods, adjustable to a 
| commodate different size flasks, hoo} 
2 . e over the ends of the steel flat an 
FOUNDRY MANAGEMENT CONSULTANTS support the flask from trunnions a 
424 E. WELLS STREET PHONE BROADWAY 6401 | each end. The trunnions also facil 


February ,1948 MILWAUKEE 2, WISCONSIN | tate rolling over the drag. 
| Cupola Charging—Fig. 5 (taken ¢ 

THE FOUNDRY INDUSTRY | . 0 Ag enamel 
| one of the automotive plants in Ds 

Senne an, SRRNE S CRSSOS troit) shows a crane truck adapte 
for charging a cupola. The truck 
a mobile unit fitted for gatherin 

| elements of the charge at respecti\ 

bins, transporting them to the fu 
nace, and dumping them into tl 

cupola. The notable feature abou 

this truck is the dump arrangement 
The bucket has a detachable con 
shaped bottom, to the apex of whi 

is secured an eye rod The cran 
lifts the bucket by means of a wincl 
actuated cable, hooked to the ey 


| 
— = | rod. Links of chains, suspends 
Pr lectove/ from the ends of the transverse men 
| 
| 
| 


Gentlemen: 


What does your Labor Productivity picture look like for 
1948? Will you be able to meet union demands for "ANOTHER 
ROUND OF WAGE INCREASES" out of your PROFIT MARGIN, or, 
must INCREASED WAGES come out of INCREASED PRODUCTIVITY 

of your workers? 


| 

If your answer is the latter, we would like an opportunity 

to tell you HOW through controls and techniques, applicable 

even to small departments, you can keep one foot on costs 

despite rising wages 
Cordially yours, | 
WESTOVER ENGINEERS 





sans Ce E. Westover ber of the crane, engage stirrups s« 
cured to the bucket walls, as show 
in Fig. 5. Thus, the bucket is hel 
up while the winch unwinds and p¢ 
mits the container bottom to lows 
and the contents to be discharged 


Surveys Reports Layouts Cost & Production Control Systems Work Flow Charts 





Wage incentives Supervisory Incentives Plant Appraisals Operation Audits 











Air Furnace Bungs—Fig. 2 (a vir 





at the William E. Pratt Mfg. C a 
Joliet, Ill.) shows how a hoistin; * 
problem connected with an air fur 
nace was solved by the use of 
crane adaptation. An electric win 
| and a cable-and-sheave arrangement 
| were mounted on channels and tl OF 
whole unit suspended from the bridg 
of the crane by means of trolley 
} : Wi] 
The arrangement shown was en 
} | ployed because heat and inadequat 
| | headroom made it impossible to 1 TH 
cate a hoist directly over the furnac 
| With the special grab attachment AR 
shown, it is a simple matter for or 
operator to open the furnace (thre A 
bungs are removed at a time), t 
charge the furnace (hoist is used t aa 
handle buckets containing charge fo! 
the furnace), and to replace tl EX 
bungs before firing. 
| Notice that the electric contro 
| permit one hand to control picku 
and delivery as well as transvers 
motion, while the other hand ope: 
ates the hand-geared travelir 
Y/, crane. = 
| CRATING © PATTERN LUMBER « DOWELS © FOUNDRY MALLETS Handling Castings Fig. 6 (take 
WEDGES « BENCH LUMBER « BENCHES © PLYWOOD » HARDBOARD at the Yale & Towne Mfg. Co , Phila 
delphia Division) illustrates a tec] 50 
DOUGHERTY I nique in handling small castings. | 
* the foreground castings are bein ‘ 
YOUNGSTOWN, OHIO « CLEVELAND ee PITTSBURGH. PA moved by hand truck and skid-bi! 
(Concluded on page 226) 
THE 


THE FouUNDRY—February, 1945 


to 
t 
_ 

















; 













































g 
- 
yk 
1d 
i 
at | 
' Nothing is more significant of 
a" correct design and efficient per- 
' formance than repeat orders, par- 
“ ' ticularly in a highly competitive 
. ' field like that of ovens and 
‘ ' furnaces. 
| It is a noteworthy fact that 
: I Lanly sales records show an un- 
. | usually large percentage of such 
| repeat orders. They come, too, 
1 from companies whose facilities 
a | and personnel enable them to 
h i know accurately what perform- 
y ! ance is being obtained from 
‘d equipment. 
n 
1 We invite, and sincerely be- 
. | lieve that the Lanly record en- 
ld ! titles us to receive inquiries for a 
a | wide range of equipment for 
- | varied operations and services. 
! Write us. 
| 
Ww i 
' a's 
«| AS INDICATED BY REPEAT ORDERS: 
r- 
a 
h 
nt Year of Purchase 
ne OF CUSTOMER 1939 1940 1941 1942 1943 1944 1945 1946 1947 Total 
” ] OVENS 
Gray Iron Jobbing Fdry. 3 l 2 1 7 
s Aircraft Manufacturer 1 ] 3 l l 2 4 
n- WHICH Tire & Rubber Manufacturer 2 4 1 7 
te Lighting Equipment Manufacturer l 1 2 2 6 
THESE Electrical Resistor Manufacturer 2 l li l l 1 24 
9 Motor Bus Manufacturer 10 10 
¢ Boiler and Radiator Manufacturer 2 2 2 6 
nt ARE Steel Jobbing Fdry. 2 3 6 
- Pump Manufacturer l l 1 3 
A Steel Jobbing Foundry 4 2 6 
Pe Electrical Manufacturer l l 2 4 
to Rubber Manufacturer 2 2 2 6 
to FEW Refrigerator Manufacturer 4 l 5 
~ Aluminum Jobbing Fdry. 3 1 4 
\ Tire & Rubber Manufacturer ] ] 3 2 1 8 
n EXAMPLES Permanent Mold Casting Fdry. 3 7 10 
Is 
EE Pree ee een a 
- LANLY Co. 750 Prospect Ave., Cleveland 
Si i, pate r 7 2 tp Oe r= Send literature on items checked. 
I re aaa , Foundry Ovens 
lg eT TEE LANNE —] General Industrial Ovens 
e Finishing Ovens 
>} A AX Cabinet Ovens 
" HEATED BY GAS, OIL, ELECTRICITY OR STEAM -Have your representative call 
h 50 PROSPECT AVENUE CLEVELAND, OHIO Company 
[r Address 
» = USE THE COUPON TO OBTAIN LITERATURE City : 
" § AND DESIRED INFORMATION ig 
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Are You Using TAMMS 


FOUNDRY SPECIALTIES? 


Thousands of satisfied users, coast-to-coast, acclaim the 
TAMMS quality line! Why not send a trial order today? 





METALINE 


Forms metallic coating over 
wax fillets or modeling wax 
buildups. Prevents warm 
sand from sticking to waxed 
sections of pattern. 


PATTERNSEAL 


Seals wood, metal and Super 
Tamastone Patterns. Elimi- 
nates application of parting. 
Gives cleaner detail — 
smoother castings. Speeds 
production. 


Liquid PARTING 


Keeps sand from sticking to 
patterns. Does not build-up 
or interfere with detail. 
Spray on, dry with air hose. 
Match plates run e@ full dey 
with 2 applications. 


TAMOLENE WAX — 


A special liquid wax 
for ai 9 a tabi 
frames. Makes it easy to 
temove Tamastone plates 
from frames. Also recom- 

ded as separating liquid 
for male and female patterns 
and dies. 


PLASTIC METAL 


A high quality plastic metal 
filler that is ideal for filling 
and smoothing rough metal 
surfaces of castings or metal 
match plates. Comes in 
handy 1/2 pint cans. 








MODELING CLAY 


An easy working plastic 
clay that holds detail. Can 
also be used for changing 
gates, if shellac or metaline 
is applied. Designed for 
foundry or pattern shop. 


Made by makers of Tamastone Pattern Compound, 
No. 90 Iron Oxide, Tamms Demountable Frames, 


Pyramid Skimmers, 


. order today! 
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Viade Only by 


THE CLEVELAND 
ELECTRO METALS CO. 


EY 

Bag! |! Teo | — 
= ean! | (Tex) 
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CLEVELAND, OHIO 


MEM BER—ALUMINUM 


RESEARCH 


INSTITUTE 
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(Concluded from page 224) 

The tiered skid bins have be: 
stacked by a high-lift platform truc 
Corner angles of the tiered skid-bir 
are extended to form guides whi 
permit succeeding layers of bins 1 
nest safely without falling. Alor 
the top edges of the bins 2 x 2-i) 
angles run lengthwise to provide 
base for succeeding layers. 

Also notable in this storage bay 
the diagonal arrangement of the bin 
This arrangement makes it possib 
for lift trucks to approach the bir 
at an obtuse angle instead of 
right angle, thus decreasing the spa: 


required for truck maneuvering. This 


facility is particularly desirable wh: 
aisle space is narrow. 

Yard Storage—Fig. 3 (taken at tl 
International Harvester Co. Tract 


Works, Chicago) illustrates several 
interesting devices used in yard stor- 


age. Castings are tiered on palle 


Z 


layer-cage fashion, a sheet insertio: 


providing a base for the top laye: 


In this case there are two laye 


(six castings per layer) but in othe: 
cases, depending on the size and 


weight of the castings, up to s 


layers can conveniently be handled 
in this manner. Loaded pallets ar 


stacked four high by means of 


high-lift fork truck. This arrange- 


ment saves yard space, makes fi 
easy inventory, and permits easy r 


ceiving and shipping to and from 


the storage area. 


Although the cases cited here dif- 
fer in detail, they all have one fun- 
damental objective, that is, to elimi- 


nate waste—waste space, waste tim 


waste material, waste manpower, and 


waste money. 


Serap Advisory 
Committee Named 


Seven Clevelanders have _ been 


appointed to a scrap yard committ: 


to advise the Northern Ohio Chapte! 


Institute of Scrap Iron & Steel In 


concerning problems and needs ol! 


consumers of scrap. Jack Levan 
chapter president and Cleveland mal 
ager of Luria Bros & Co. Inc., mat 
the appointments. 

Representing the steel and st 
castings industry are: W. J. Betzl 
Republic Steel Corp., and W. V 
MacMillen, National Malleable 
Steel Castings Co. Representing four 
drymen are: S. J. Ruddock, Fer 
Machine & Foundry Co.; C. A. Los 
fler, Grabler Mfg. Co., and Hen: 
J. Trenkamp, Ohio Foundry C 
Purchasing agent representatives ar: 
E. C. Pike, American Fork & Hi: 
Co., and W. A. Frazee, Steel In 
provement & Forge Co. 
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The Sterling Specification Selector lists all types 
of wheels for foundry and steel mill grinding. 


Send for it now! 


- STERLING ABRASIVES Y 


GRI DING L N 
“ey IPING FL Divisio 


THE WHEELS OF 








ivi 
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Sica 
SANDS 


For Every Founpry NEED 
WEDRON WEDRON WEDRON 


nouns enane FINE MESH SILICA FLOUR 
SANDS ARE IDEAL ° 

SANDS ARE EASY FOR LIGHT METAL |§WEDRON COARSE 

ON CORE BOXES CASTING BLASTING SAND 


WE OPERATE THROUGHOUT THE YEAR 


WEDRON SILICA COMPANY 


MINES AND MILLS IN THE OTTAWA-WEDRON DISTRICT 
38 SOUTH DEARBORN STREET, CHICAGO 3, ILLINOIS 





@ All standard styles and sizes of White 
Metal, Aluminum & Brass Pattern & Tablet 
Letters ..... Special Foundry Marks 
and Monograms to your specifications. 


Write for Wellman Letter Catalogue ! 











bhe 
VV AENISTSIVICANN] 


oO 


PATTERN SHOP SUPPLIES Comp any 1447 East 49" Street 
TOOLS and EQUIPMENT CLEVELAND 3, OHIO 





PRODUCTS 





WHAT ABOUT YOUR 
APPRENTICE? 


(Continued from page 70) 


To start with, the mold impressio: 
left by the pattern is proportional]; 
deep and narrow. There is conside1 
able opportunity for a mold was! 
with its resulting sand holes. Shoul 
a part of the mold drop, it would tak: 
a molder’s ingenuity to repair it 
Planning the feeding of the cope im 
pression draws on one’s experienc 
and knowledge of gating and risering 
This molding method may be dis 
missed with a remark on its impra 
ticability. Sand casting today mus 
compete with die casting, welding 
plastics, permanent molding = an 
sheet metal products. Unless the pat 
tern equipment (patterns, corebox¢ 
and foundry accessories) and moldin 
and coring methods are well planne 
relative high casting costs result ar 
the castings are replaced by one « 
the previously mentioned products 

Prefer Split Patterns 

The pattern in Fig. 1 is split hor 
zontally through the center of tl 
stem. It is but a step removed fr 
the solid pattern in considering mol 
ability. Yet it eliminates the nec: 
sity of a mold board or ram-up blo« 
and for that reason alone, if for 
other, is rated much higher than tl! 
solid type of pattern. 

Two patterns molded in the sar 
manner with a slight but importa! 
variation are shown in Figs. 3 and 
They are both split through the ste! 
as is the one in the preceding pi 
tured pattern, but a face core to eli! 
inate the coping out of the curv 
surface is provided, as shown in Plat 
IV. The addition of the coreprint 
the pattern strengthens the tl 
flange and provides a good rappil 
surface. The lower pattern (Fig 
has the coreprint made flush wit 
the pattern flange or contour. Wh 
the molder sets this core he mu 
fasten it in place by nailing or oth 
means to keep it from toppling-i! 
This is not the case with the upp 
pattern (Fig. 3) where the corepri! 
extends out beyond the ends and bot 
tom of the flange. The coreprint ex 
tension locks the core in place. Wher! 
the curvature is as slight as is tl 
one on the flange it is good patten 
shop practice to provide a witnes 
mark or tell-tale to prevent settins 
the core right side out. 

While the pattern’ constructi 
practices recommended here do tak 
additional time, they save much mor 
than that in the foundry, besides cut 
ting down the possibilities of scra] 

(Continued on page 230) 
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EASIER, FASTER, 
SAFER FOR THE 
OPERATOR 





QUICKER CLEANING 
AND CORE REMOVAL 
FOR THE FOUNDRY 


PANGBORN Hydro-Sand Blast 








Here’s How PANGBORN Hydro-Sand 
Blast and Core Knockouts Cuts Costs 
for Your Foundry... 


@ Work done quickly and easily by 


one man in one operation 


@ Less waste—complete recovery of 
sand and core rods 


@ Dust and dirt completely eliminated 
@ Roughing and chipping costs reduced 


@ Handling time reduced to minimum 





and Core Knockout 
Slashes Your Cleaning Costs 


Here's the cost-cutting answer to your most difficult casting cleaning problem. 
Pangborn Hydro-Sand Blast and Core Knockout makes a clean, easy and safe job 


out of core removal and sand blasting of large, medium and small castings. 


IN ONE OPERATION, a new, modern installation, such as the one shown in the 


illustration, removes core and cleans the casting with a high-velocity stream 


of sand and water that blasts, cuts and cleans eliminates dirt and dust 


keeps the cleaning room clean. 


All of this requires the labor of only one man who stands outside the flood- 
lighted heavy steel plate room and controls the turret gun stream easily, safely— 
trains it on the casting mounted on a rotating table. After castings are hydro-sand 


blasted and cores removed, subsequent chipping and finishing -—~_ 





become cleaner, less expensive jobs. The sand is reclaimed and 
core rods removed without damage. 


For complete information on cost-cutting Pangborn Hydro-Sand 
Blast and Core Knockout, write for FREE Bulletin No. 1100 to 














Pa 


PANGBORN Corporation 1400 Pangborn Bivd., Hagerstown, Md. / 


“hy 
| PANCBop 7 











BLAST CLEANS CHEAPER with the right equipment for every job 
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PORBECK DRAWER TYPE OVEN 


GAS OR OIL FIRED 
WITH RECIRCULATING 
AIR HEATERS 


rn 







UNIFORM CORES CONTINUOUSLY 
WITH LOW COST OPERATION 


Strictly a production unit—note that all drawers 
operate independently of each other. Comes 
completely equipped with latest type temperature 
indicating controls (variable 100° to 650° F) 
and high efficiency recirculating air heater. 


Sturdy construction with 4-1/2” fibre-glass in- 
sulation throughout. Users commend Porbeck 
ovens for their space and time saving features. 
Available in several types and sizes. We invite 
your inquiry. 


WRITE FOR NEW CORE OVEN BULLETIN “‘F”’ 
PORBECK MANUFACTURING Co. 


Manufacturers since 1894 of Core Ovens, Mold Dryers, Processing Ovens, Mold 
Drying Ovens, Heat Treating Ovens, and Paint Baking Ovens. 


2600 N. Ninth St. 
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(Continued from page 228) 

castings due to such discrepancies 

The corebox, neatly 
for the upper pattern (Fig. 3) 
shown just above it. 
son of types of coreboxes for thi 
core note Plate IV. 

The first core to be 
shown by the full lines. It is the re 
ommended and preferred method « 
molding this pattern. The core a 
shown, but stopped-off at the dott: 
lower line marked A, must be dumps 
on the curved face or have a loos 


constructec 


For a compari 


discussed i 


piece construction. It is undesirab] 
both from points of construction an 
moldability. The full core as repre 
cented by the full lines, to which hav 
been added the outer dotted line 
(marked 2), is acceptable. The core 
room might even prefer this metho: 
as it is dumped on the upper edg 
thus saving coreplate space in bak 
ing. 


Use Green Sand Core 


The pattern seen in Fig. 6 is place 
below the solid pattern and its ran 
up block (Fig. 5) to show a resen 
blance in moldability. The difference 
lies in the use of a dry and gree! 
sand core. (The green sand core i 


formed by coping out the _ sectior 
formed by the ram-up block.) Th 
former (dry sand) is made in the 


coreroom, the latter (green sand) ir 
the foundry. The 


tion embodied in the process of mold 


de qree of varia 
ing a green sand core (coping out 
and the setting of a dry sand core 
compares favorably with the differ 
ence shown between skilled or jobbing 
molding and the semi-skilled or pro 
duction molding. The 
the pattern in Fig. 6 may be seen i! 
Fig 18. Plate V 
sectional view of the impression of 
this pattern and core as it would ap 


corebox tor 


presents a cross 


pear in a mold. 

The addition of a second core t 
eliminate parting down to the lug i! 
the cope is shown in Fig. 10 and plat« 
VI. In all other respects this patter? 
equipment is the same as the on 
presented in Fig. 4, Plate IV 
pattern). Immediately) 


a split 
or parted 
someone raises the question of extré 
expense in making and setting an ad 
ditional core. The cores are simple 
can be made by apprentice cor 
makers and the setting is certainl) 
less expensive than making anothe! 
parting. It is admitted that a bett« 
looking casting will be produced i! 
green sand. It resolves itself int 
whether higher production or neate! 
casting will be chosen. 

The degree of success that a pat 
ternmaker or jobbing foundrymal 
obtains in planning his work depend 


929 


(Continued on page 232) 
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Beers a UME-/LECOEH 


RACK 
CAR 


SHELF 
(Quick Dry) 


PORTABLE 
DRAWER 





CARLMAYER OVEN 
foe every goundry need 


Those in charge of production in America’s VERTICAL 
leading foundries know their responsibility. To 
insure fast core baking, uniform core baking MONORAIL 


with operating economy, Carl-Mayer oven 
equipment is chosen repeatedly. 


AND 
HORIZONTAL 


CONVEYOR 
TYPES 


Want the users’ verdict? We'll gladly arrange 
contact with customers in your locality. 
for Bulletin. 


Write 


Ohio 


f 


- xTures 
























Aluminum Co. of America 
American Brake Shoe Co. 
American Radiator Co. 
Brown Industries 
Bucyrus-Erie Co. 


Dunkirk Radiator Co. 
Eclipse Aviation Division of 
Bendix Aviation Corp. 

Electric Autolite Co. 

Ford Motor Co. 
Fremont Foundry Co. 
General Electric Co. 
General Motors Corp. 
and Subsidiaries 


- 


two Recirculating Oil Fired Double Rack Type Core Ovens with 
Lift Doors, as installed for The Crucible Steel Castings Co., 
Lansdowne, Pa. 


and molds 
type oven 
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Crucible Steel Castings Co. 





i oe 2 
CARL-MAYER VERTICAL CORE OVEN in brass 
foundry of The H. B. Salter Co., Marysville, 

manufacturers of heating and plumbing 


IMPORTANT CONCERNS LIKE THESE 
HAVE CHOSEN CARL-MAYER OVENS: 


Gilbert & Barker Co. 
General Steel Castings Co. 
Golden Foundry Co. Inc. 
Henry Kaiser Corp. 

W. O. Larson Foundry Co. 
F. E. Meyers & Bro. Co. 

Oil Well Supply Co. 

H. B. Salter Co. 

Shenango Penn Mold Co. 
Studebaker Corp. 

Union Brass & Metal Mfg. Co. 
A. C. Williams Co. 

Whiten Machine Works 
Whiting Corp. 


THE CARL-MAYER CORPORATION 


3030 Euclid Ave., CLEVELAND, OHIO 


CARL-MAYER TWO COMPARTMENT CAR TYPE OVEN for cores 


Also has doors on side permitting its use as a rack 
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HOT-HOT-HOT 


Mark 

HOT CASTINGS 
with 

MARKAL 
PAINTSTIKS 


MARKAL — For annealing, weld- 


ing, hot castings and ‘stickers’ at the open 
hearth. Temperature range—60 F to 1200 F. 


MARKAL — For hot castings, plates, slabs, 

billets, castings and forgings. Temperature range— 
150°F to 1400°F. Parts can be immersed immediately in 
cold water bath without defacing markings 


MARKAL “HT" ;., extremely hot surface markings. Tem- 


perature range—250° to 1800°F. Dries instantaneously. 


MARKAL “M" for marking metal surfaces from 0 F to 160 F 
which are subsequently to be annealed at various temperatures up to 1800 F. 
Marks withstand immediate quenching in water or oil 

Marks will not “run”, ‘char’, “flow”, “discolor”, ‘peel’ or ‘crack 
FADE-PROOF, WEATHERPROOF, PERMANENT. 

Tell us your marking problems 

We will solve without obligation. 


Ilustration shows plate be 
ing marked at 1800° 


IDEAL FOR 
marking all types 
of HOT or COLD 


metals. 


Marks are 


Write for 


Also types 
FREE SAMPLE 


for cold surfaces 


MARKAL CO. 653 N. Western Ave., CHICAGO 12, ILL. 


30 DAY FREE TRIAL 














of Improved FLEX-RITE Air Valve 


Yes, that is exactly what we mean. Just drop us a line 
on your firm letterhead and we will immediately ship 
a FLEX-RITE Air Valve, as illustrated, on memorandum 
invoice for a thirty day shop test. If you are not com 
pletely satisfied with the FLEX-RITE just return it to us 
for full credit. (The price is $3.00 

We feel sure you will agree that FLEX-RITE is the an 
swer to one of your real problems—just as much or just as 
little air as required 

FLEX-RITE is easy to cperate and will appeal to the 
man on the job. The flexibility of the unit, either straight 
or angle nozzle, and the easy flexing lever, make it pos 
sible for the operator to direct the air stream to the exact 
spot it is needed without moving into awkward positions 

They save on maintenance costs as well as time and 
annoyance. Nothing to get out of order—No packing—No 
springs—No complicated parts. The rubber valve washer is 
the only part that might eventually need replacing—an on 
the-spot operation costing just a few cents and a few 
minutes time 


Distributors and Jobbers Wanted 
Write for complete data and information, today! 
For Further Information Write 


FLEX-RITE VALVE & MFG. CO. 
118 S, Cheyenne Tulsa, Okla. 





Positive Valve Action 








(Continued from page 230 
considerably on his past experience 
The wider his experience the bette: 
the planning that may be expected 
The molding illustrated in Plate VI 
presents several interesting thought 
in planning. The curved flange ha: 
been straightened, thus adding slight 
ly to the extra stock for machinin; 
and consequently allowing an eas 
withdrawal’ from the mold. Th 
straight face of the coreprint 
planed at an angle to get the neces 
sary draft on the flange fact Th 
core acts as a cover core 

Plan Pattern Equipment 

There is room in patternmakin; 
for a publication dealing entirely) 
with the pros and cons of cores il 
the planning of pattern equipment 
Consult Plate VIII, the pattern i 
Fig. 14 and corebox in Fig. 17 fo: 
this discussion. First, there is tor 
much core on this job. There comes 
a time when this materially affects 
the price of the casting. Second, the 
vertical and horizontal sections being 
made as a unit make the core mor 
difficult to make. Were they as 
separate cores (dotted line A, Plats 
VIII) there would be less chance o! 
a shift or break in the deep sections 
A difficulty also is encountered in 
core setting that is increased by the 
blind set. 

Pattern equipment can be mad 
quite complicated and costly. By the 
same token the skill required in the 
foundry to make the casting is r¢ 
duced to a minimum. Fig. 20 illus 
trates such equipment. The pattern 
is simple, both to construct and mold 
The coreboxes require much more 
skill to produce the cores than the 
molding of the pattern’ requires 
Plate IX shows cores in position in 
the mold cavity. The gating of this 
equipment might be included in the 
cores, depending on the gating meth 
ods favored by the foundry that is 
to produce the castings. Once this is 
accomplished, the molding and coring 
problems are practically solved 

The object of Figs. 17, 18 and 19 
is solely to call attention to the 


complexity to which pattern equi] 
ment can be carried. The corebox in 
Fig. 19 is so simple in construction 
compared with those in Figs. 17 and 
18 that a novice in pattermaking car 
evaluate the possible difference ir 
cost. Add Fig. 20 to this and note 
the difference in construction, even 
to the strengthening of the corebox 
frame by the addition of different 
shaped corner pieces. Method of 
fastening (nails or screws), and glu 
ing, of course, cannot be seen 
Next refer to Figs. 11 through 16 
(Continued on page 234) 
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Jn FOUNDRIES of euery tyne 


POURING IS EASIER «+ FASTER « SAFER 
with CLEVELAND TRAMRAIL 


Hundreds of foundries have speeded pouring and made the work easier 
and safer with Cleveland Tramrail overhead materials handling equip- 
ment. Why not check and see what it can do for you? 


1 Small gray iron 


2 Centrifugal pouring oe 

. “é ey 

3 Large scale continuous La 4 ; 7 he * 
production : 


- : , , : od 
: Dus , 
4 Large malleable & ‘ ~~ "5 = 
’ <* whe 2 


5 Brass and bronze . aoe # ; : — e 
, [ ms, * 


6 Large gray iron cr Pa + (5) ‘a > 16 


— 










GET THIS BOOK! 
BOOKLET No. 2008. Packed with CLEVELAND TRAMRAIL DIVISION 


valuable information. Profusely 


illustrated. Write for free copy THE CLEVELAND CRANE & ENGINEERING CO. 
& 3812 East 286th St WICKLIFFE, OHIO 


| N CLEVELAND (45 TRAMRAIL 
=o =a 


| _ OVERHEAD a | HANDLING EQUIPMENT 


eae sSESSeNESSGENGNeeSRENSEESengpeetsheensene nen 
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Prompt shipment — unlimited quantities 
f now available to foundries from BAROID 
0 n ry — the world’s largest producer of bentonite 
Our modern plants are geared to fulfill 


every requirement of the foundry trade. 


N—NATIONAL LEAD COMPANY 





Bentonite Sales Office: Railway Exchange Building, CHICAGO 4, ILL. 


FOUNDRY CRANES 


@ CONCO type DM Overhead Elec- 
tric Crane moves materials swiftly, 
economically on a foundry floor. 
Write us for information on various 
CONCO Cranes, Hoists and Trolleys 
recommended for, and proved in, 
foundry installations. Our long ex- 
perience enables us to recommend 
the right equipment, in the right size, 
for the right job. 





WRITE FOR INFORMATION ON THESE UNITS 


A 
fe) 1) 4 Je) lJ 
v ELECTRIC 
JiB CRANE HOIST ae), (eeom 1th). me e-¥, | >) 





CONCO ENGINEERING WORKS «3 crove s.— menoora, ut. 
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(Continued from page 232) 
Here can be seen patterns differing 
so greatly that it is difficult for the 
uninitiated to recognize them as the 
same pattern. As this article portends 
to show, each has points to be con 
sidered when planning pattern equip 
ment to suit, such as: Specifications 
dealing with number of castings re 
quired; price considerations; quick 
ness of delivery; type of metal used 
for the castings; the foundry’s wishes 
in regard to moldability within their 
own plant and in keeping with thei 
equipment, ete 

Summary-—While it is true that 
the pattern foreman or superinten 
dent will invariably tell the apprentic« 
how to make a pattern, it is equally 
true that the apprentice should be al 
lowed to voice his opinion regarding 
the construction and moldability of a 
pattern. Stifling an apprentice’s 
improver's or junior journeyman s 
opinion upon these factors will not 
help to develop a master craftsman 
This leads to disorganization rather 
than organization of a shop personne! 
and eventually makes for men who 
shun responsibility that increases the 
burden of an already over-burdened 
executive 

It is with this thought in mind that 
the writer is listing in consecutive 
order the pattern choices which rep 
resent a common agreement of some 
twenty odd executives of pattern 
shops. 

Plate IV represents first choice ir 
moldability. (A split pattern is give! 
preference over a solid pattern.) 

Plate VI represents second choice 
in moldability. 

Plate I represents third choice i! 
moldability with solid pattern con 
struction 

Plate II represents fourth choice i 
moldability. (The flask upset is left 
to the choice of the molder 

Plate VII represents fifth choice 
moldability 

Plate V represents sixth choice ir 
moldability 

Plate VIII represents seventh choice 
in moldability 

Piate LX repre sents eighth cl ce il 
moldability 

Plate III is not chosen for mold 
ability. It represents a job which 
if submitted, would be filled out of 
courtesy to a customer but the pat 
tern immediately would be recon 
mended for a change 

One other thing should be brought 
to the contestant’s attention. Wher 
planning pattern equipment for alu 
minum, remember that it takes a 
better finish in green sand than 
core 


(Concluded on page 236 
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The NEW power bucket that does a 4-MAN jo 








— ee Pee 
Hailed by Foundr 
New BELL-built material handler moves more 


Bucket has ten cubis 
release, returns to level, locked position. 





feet capacity, dumps mechanically with foot pedal 


faster it less cost. 


without use of tools 





_a multi- 
purpose power-driven, large-capacity 
icket carrier that “doubles in brass” 

sa platform loader! For loading and 
stributing sand, charging bins. mix- 

batches, handling slag 


¢é Here’s a one-man crew... 


castings, 
pe and drag plates and general clean- 
work, the BELL Prime- over means 
cater speed and less cost, as well as 
tter employee morale. And its blade 
ittachment is an efficient snowplow! 
Cost-conscious foundry executives 
ive welcomed the Prime-Mover as an 


end of the “Wheelbarrow Ave . For 





this is a ruegedly built machine of un 
limited utility throughout the plant. It 
turns in less space than a hand barrow. 
climbs 20° grades with full load. Sim 
ple controls and high visibility make 
this new machine safe in the hands of 
any workman. It spares the men too. 
which means reduced fatigue alone 
with greater individual productivity 

All-round operating economy is 
built-in. No chains. No belts. Engine 
transmission and clutch run in oil. 
fully enclosed. One 3-gallon tankful 
of fuel gives 8 hours of continual 


a propuct of BELL - Aircraft CORPORATION 


THE FOUNDRY 


February, 1948 


y men... the end of the wheelbarrow era 


Platform body for staked or unstaked 1000 Ib. loads is interchangeable 
Zero pressure tires available. 


Photo courtesy Allegheny Ludlum Steel Corp, 





service, neineering details, cost data 


and use-experience await your inquiry. 


SEND COUPON NOW 


Bell Aircraft Corporation 
P. O. Box 1D, Buffalo 5, N. Y. 


Please send me engineering and cost data 


on the Prime-Mover, including operating 
experience in type of work). 
on eer eee rie trea raie 
( F sccdncceanesesvedbabetnmbdagiccnsabbesenaeeameaneen 
{dilress 








SURVIVAL 


of the individual foundéy 


will depend on the effectiveness of im | 


organization, methods, price control and 





engineering facilities. The foundry 
CONSULTING business is marching forward—but the 


conditions that governed it during the 


war years no longer exist. Competition 


* in the new era will be keen, and the 

individual foundry that is weakly 

SLPERVISORY organized is the most likely to falter 
We offer a coordinated consulting 

~ supervisory and engineering service to 

modernize your foundry. The service 


is designed for large or small foundries 


W. G. REICHERT ENGINEERING CO. 


* 1060 BROAD ST., NEWARK 2, N. J 


ENGINEERING 

















STANDARD 
HORSE NAIL CORPORATION 


SEW SHIGHTOR. PimaaA. O58 


MADE 
FOR 
CHILLING 


CLEAN 
BRIGHT 


FINISH 
COLD FINISHED 
HOT FORGED 





WILL PRODUCE THE RESULTS YOU DEMAND 
Steel « Stainless « Aluminum « Brass 


A TYPE FOR EVERY PURPOSE 
CATALOG ON REQUEST 


HORSE NAIL STUBS 


SLIM BLADE 





Made in Lengths 
. 1%” 2" Lengths Over All 


1! ue” 2%" 2%," 2%" 3%6" 





STANDARD HORSE NAIL CORPORATION 


SINCE 1872 


NEW BRIGHTON, PENNSYLVANIA 








(Concluded from page 234 

In conclusion, let it be said that con 
tests attracting numerous contestants 
from as many different shops; wher: 
men from various shops and widely se} 
areted areas act as judges and whe! 
the results are carefully noted ar 
later compiled and made available t 
the trade at large—-these demonstrat: 
progrecs within the industry. Pro 
vincialism tends toward traditiona 
practices, narrow in_ scope an 
eventually stagnation 


INTERNAL RISERS 
ON STEEL CASTINGS 


(Concluded from page 83 


ratic enough. As with spinning clus 
ters of castings, or centrifuging, th 
rules for each job have to be mad 
as the process is developed. Interna 
risers incorporate in a static mol 
some of the advantages attributed t 
spinning (having the source of fee 
metal protected by the heat of th 
easting ) Benefits of each of thes: 
methods can be traced to some con 
mon cauces 

As a method of feeding casting 
internal risers, which are being us¢ 
more frequently every day off 
many opportunities for experiment 
and innovation. They also give nev 
reasons for greater research studi 
in the subjects of heat transfer, mold 
ing materials, etc. As we gain mo! 
experience, and the knowledge get 
passed around, we undoubtedly shal 
profit much more in the future fro1 
this handy addition to the method 
of gating and heading 

Grateful acknowledgment is mad 
to Robert Thompson, assistant meta 
lurgist, Canadian Car & Foundry Ce 
Ltd., Montreal; E. C. Troy, vice pres 
ident, Dodge Steel Co., Philadelphia 
Steel Foundry Facts, Steel Founders 
Society of America, Vol. 62, Octobet 
1946 

Editor's Note: This article 


presented at the first all-Car 
ter conference held at Toront 


Ferrophosphorus 


Hickman, Williams & Co., Clev: 
land, have issued a 12-page booklet 
entitled ‘Ferrophosphorus whic] 


discusses the application of that ma 
terial in the gray iron foundry 

increasing fluidity of the iron or ir 
creasing resistance to wear an 
growth. Information is given on 
analysis of the ferrophosphorus an 
sizes of the crushed material, and 
number of cupola mixes incorporatin 
ferrophosphorus for specific uses 
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USED IN GOOD FOUNDRY PRACTICE FOR 38 YEARS 


FOR FOUNDRY CORES 
FACINGS AND SPRAYS 


This is an organic core binder suitable for 
working alone or as a partial substitute for oil. 


BINDARENE 


e SAVES BINDER COSTS. 

e ASSURES FREE AND COMPLETE RUNNING OF CORES. 

e REQUIRES LESS VENTING OF CORES. 

e WELL ADAPTED TO LIGHT AND HEAVY WORK. 

e MODERATELY PRICED. 

e TIME TESTED FOR 38 YEARS. 

e HAS CONTINUOUS ACCEPTANCE IN FOUNDRY PRACTICE. 


. Correspondence invited with foundry supply 
@ houses and makers of foundry compounds. 


INTERNATIONAL PAPER COMPANY 


BINDARENE SALES DEPARTMENT 220 East 42nd Street, New York 17, N. Y. 
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Bt ine 
~nupplias 


(1)—Vacuum Cleaner: Idea! 
Industries Inc., 1922 Park Ave., Syca 
more, Ill.—Vacuum cleaner for dust 
collecting and water pick-up has self- 
contained filtering system Incom- 
ing air is whirled around inside the 
tank where heavy 


particles are de- 































posited. Air then passes through a 
cloth bag filter where the dust is re- 
moved. Collected dirt is emptied by 
raising the vacuum sealed lid and lift- 
ing out the 9-gal. tank and dust bag. 
Motor is mounted in bottom of unit, 
providing low center of gravity. 
Wheels are 5 in. diam, and those in 
front swivel to permit cleaner to fol- 
low the hose easily. Power is by 
1-1 3-hp continuous-duty motor. 


(2)—Crucible Tong: Huteh- 
inson Co., Edwardsville, Ill.—Cradle 
tong is designed to, pick up and carry 
crucibles without pinching or crush- 
ing the side walls. Tong carries cru- 
cible in the same manner as in a 
pouring shank—by a ring around the 
bottom. Four cast steel pads, support- 
ed by a ring, carry the crucible. Pads 
have a heavy wedge-shaped rib on 
the back. By holding down on a pair 
of levers, the operator lifts the pads 
up into a free position, to clear the 
The tong is dropped over the 
crucible, and a cross bar stops it at 
the proper height. 
leased and the pads drop into place 
Reverse procedure releases the tong. 
Tong will handle crucibles, sizes 40 to 


bilge. 


The levers are re- 


100, and wedge action of pads com- 
pensates for normal variation in di- 
mensions and wear. 








(3)—Acetylene Genera- 
tors: Sight Feed Generator Co., 1 
North Tenth St., Richmond, Ind. 
acetylene 
been redesigned and improved to in 
corporate lighter weight, greater port 
ability and maximum safety. Ge! 
erators are equipped with a safet 
check which will stop all flashback 
which come from improper operatior 
of the torch, it is claimed. Units ar 
30, 60, 125 an 


Carbide generators hav 


available in four sizes 
250 cu ft per charge. Torches ma 
be operated at any pressure up to 1 
lb with pressures held within clos 
limits. Generators are sold indepen 
ently of trucks which are extra equi] 
ment. 


(4)—Dust Collectors: Tori 
Mfg. Co., Walnut and Exchange St 
St. Paul 2—Self-contained dust co 
lectors may be moved from one ma 
chine to another as needed. They ar 
said to be easily installed simply b 
piping to grinders, cutting or polish 
ing machines. Dust laden air 
drawn from hoods surrounding polish 
ing or grinding wheels and circulat« 
through a set of chemically treated 
spark resistant filters. Heavy partick 
fall into a tray beneath the filters 
finer dust is drawn to the filters and 
adheres to the outside of them. Th 
filtered air passes through the moto: 
chamber above the filters, helping t 
keep the motor cool, and then ou 
a vent in the cabinet top, back t 
the room. Majority of the company’s 
dust collectors are of the cloth filte: 
type with 3450-rpm motors, althoug 
dust separators (cyclone type units 


also are offered. 


Welding Flux: Air Reductior 
Sales Co., Dept. 1630 60 East 42nd 
St., New York 17—New flux for oxya 


(Continued on page 240) 
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: is the Doctor! 
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and 7 temperatures in high speed or 

The pressure-loaded moving parts are a 

“ye daily bearing lubrication problem. Here 

“a is a case history in which ordinary min- 

© to eral oils, and even special lubricants, 

ny’s were successfully supplanted by **dag”’ 
iter colloidal graphite. 

a An 8-foot fan ventilating an entire 
building burned out its bearing, badly 
damaged its supporting shaft. First 

tion remedy: new bearing, heavier oils, re- 

_ adjustment of shims between sleeves 

— for better fit. But oil leakage and oil 
loss from frictional heat still rendered 

, 8 fan inoperative. Final cure: 2 ounces cf 

p Courtesy duPont Company an Acheson **dag”’ colloidal graphite 


concentrate added to each 2 quarts of regular lubricating 
oil. Result: a durable solid graphite lubricating surface, and 


Other APPLICATIONS for fan giving 24-hour service with no lubricating problems. 
**dag’’ colloidal graphite: 


drawing magnesium 
kiln cor lubrication 
forging lubrication 
conveyor lubrication 
drawing stee! wire 
cooting glass molds 
coating permanent molds 
curing rubber tires 
assembly of mating ports 
run-in of new mechanical equipment 
permonent lubrication in 
electrical appliances 
dry film lubrication 
chill-coating in foundries 


Check Your Interest and Mail Today 


If you have a high-temperature bearing lubrication prob- 
lem, let an Acheson Colloids engineer prescribe a **dag”? 
colloidal dispersion for your special conditions. 


ACHESON COLLOIDS 
CORPORATION 


PORT HURON, MICHIGAN 


DOO OOOOO00000 
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NEW ueavy- DUTY CART 






Here's just the cart you need for wheeling 
coal, scrap, chips, turnings, borings and 
similar heavy materials. All-steel, complete- 
ly welded and reinforced. Made extra strong 
and rugged for heavy duty service. Dumps 
easily. Rests securely in any one of the 
three positions shown here. Available with 
roller bearings, if desired. 


Write for Circular No. 50. 


for thi k of 
STERLING WHEELBARROW CO., Milwaukee 14, 1S] gaye 


clits Se 








a] 


A 4825-4 





JOHNSION 


HIGH LIFT—VACUUM TYPE 


HEATING TORCH 


—for skin drying, core patching, ladle 
drying. Large model shown used for 
lighting cupolas, drying ladles, etc. 


MULTIPLE JET VACUUM ATOMIZER 


maintains a steady supply of oil con- 
tinuously under extreme conditions. 
Better mixture of air and oil, no pressure 
onoil. Fast, convenient, safe, economical, 
dependable and durable. Approved and 
listed as standard by the Underwriters’ 
Laboratories. 


Write for Bulletin F-805 


en Pary 


THE 
= MANUFACTURING CO. 
JOHISION JOHNSION 2025 FAST HENNEPIN AVE 
Pe MINNEAPOLIS 13, MINN. 


ENGINEERS & MANUFACTURERS OF INDUSTRIAL HEATING EQUIPMENT 
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(Continued from page 238) 
cetylene welding of stainless ste 
and high chromium bearing allo 
was specifically compounded to di 
solve the chromium oxides «¢ 
countered in welding stainless ste 
and other high chromium  bearil 
alloys. It is said that painting tl 
flux on the immediate and surroun 
ing surfaces to be welded protec 
the molten metal from the air, th 
preventing oxidation. 


Thermocouples: Industrial I 
strument Service Co., 2785 Slaus 
Ave., Huntington Park, Calf.—En- 
closed thermocouples are said to be 
interchangeable with existing equi 
ment. They are of one-piece construc- 
tion and may be made any length or 





shape. It is claimed that burn 

handles and frozen set screws aré 
eliminated because increased thermo- 
couple lengths bring the connecting 
junction outside the retort. They ar 
available in 18 and 24-in. lengths 
straight or with 45 or 90 degree bends 
using 16 gage matched chrome 

alumel elements. Shorter lengths a 

available 


Transformers: Allis-Chalm: 
Mfg. Co., Pittsburgh Works, Colun 
bus and Preble Ave. N. S., Pitt 
burgh 12—Small, light, compact dis- 
tribution transformers represent 4 
17 to 46 per cent saving in weight 
with corresponding reduction in size 
over previous company transforme! 
designs. The improved models ar‘ 
engineered to meet all the recon 
mendations included in the revised 
second report of the EEI-NEMA 
joint committee on the standard 
zation of distribution transformers 
from 1% to 100 kva, 2400 throug! 


15,000 v classes. 


Humidity Measurer: Ame: 
can Instrument Co., 8024 Georgia 
Ave., Silver Spring, Md.—Humidit) 
sensing element operation is based 
on the ability of a hygroscopic fil 
to change its electrical resistance i 
stantly with microchanges in mol 


ture content. The element is said | ‘ 


(Continued on page 242) 
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s ar (J BRONZE INGOTS... from this institution are always uni- 


form in quality —for excellent reasons. They are backed by years of 


Imers 











olum- 

Pitts- experience and a tradition that permits no compromise with quality. 

t dis- 

nt a 

eight SIPI is more than a trade mark. It is a symbol in alloys—as reliable a 

1 SIZ 

“ge name as sterling on silver. The SIPI shield on an ingot is your guarantee 

ecom- 

see that it meets the exacting specifications of industry and that it is the 

dardi- 

accor result of tireless research by skilled laboratory and plant technicians. 
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THIS LITTLE BOOK 
MAY SAVE YOU BIG 
PRODUCTION MONEY! 


Tells how you can save 
from 10¢ to 20¢ a pound 
on high speed steels and 
get better results! 


Gives actual shop tests 
and comparisons! 


Practical data on heat 


treatment! 


Tells you how manufac- 
turers are cutting produc- 
tion costs! 


ei eee ete mies lela: 


MOLYBDIC OXIDE — BRIQUETTED OR CANNED  FERROMOLYB- 
IDENUM **’CALCIUM MOLYBDATE’ + CLIMAX FURNISHES AUTHOR- 
ITATIVE ENGINEERING DATA ON MOLYBDENUM APPLICATIONS, 


Climax Molybdenum Company 
500 Filth Avenue - New York City 


MAIL COUPON TODAY! 








CLIMAX MOLYBDENUM COMPANY F-2 
500 Fifth Avenue, New York 18, N. Y. 


Please send me a copy of 
your free booklet 


Nome 


COMGN oo cccccoce one keennenuenees 


Address 











(Continued from page 240) 
provide accurate measurements over 
a period of years and is guaranteed 
to retain an accuracy within plus or 
minus 114 per cent relative humidity 
for at least one year. It covers the 
range of 7 to 100 per cent relative 
humidity. Instrument measures 31,2 
in. high by 3% in. in diam. 


Flexible Shaft Machine: 
N. A. Strand & Co., 5001 North Wol- 
cott Ave., Chicago 40—-Flexible shaft 
machine has four-speed gear drive 
featuring instant changing from one 
speed to another. Driving unit con- 
enclosed ball bearing elec- 
enclosed gear housing 


sists of 
tric motor, 





operating in oil, plus an _ enclosed 
switch. Standard machines have 
) ae? 
ry] 
speeds of 850, 1800, 3600 and 4500 


rpm, and high speed machines using 
a 3450-rpm motor have 
1700, 3600, 7200 and 9000 rpm. 


speeds of 


Thermocouple: Industrial 
Heating Division, General Electric 
Co., Schenectady 5, N. Y.—Nickel- 
nickel moly thermocouple is said to 
stay on calibration in reducing atmos- 
pheres at temperatures as high as 
2100° F. Applications for the new 
thermocouple include measuring tem- 
peratures in protective atmospheres 
in the heat treating of steel and 
malleable iron, and in copper brazing. 


Ointment: Cutter Laboratories, 
Fourth & Parker Sts., Berkeley 1, 
Calif..-_New ointment is said to give 
prolonged relief from industrial rash- 
es, itching of poison oak, poison ivy 
and other pruritic conditions. It com- 
bines benzyl alcohol, phenol and benz- 
ocaine in a greaseless medium to ob- 
tain triple action anesthetic control 


of itching. It is claimed to be valu- 





retarding the 
oil-soluble irr 


able in spread 
grease-soluble and 
tants and, being greaseless, to be rx 
moved easily and not to stain th 
skin or clothes. 


Oil Burner: Continental Allo 
Castings Co., 19625 Westlake Rd 
Cleveland 16—New type _ industrial 
oil burner is said to increase effi 





smoke 
Features 


black 
fumes. 

claimed for the burner are: It cal 
be lighted with a match while fur 
nace is cold without the emission of 


ciency and eliminate 


backfiring and 


heavy black smoke. One 3-in. burner 
will bring a 400-lb heat of aluminum 
to 1350° F in 45 minutes, starting 
with a cold furnace and without en- 
dangering crucible life. Burners are 
adapted for both manual and auto- 
matic operation either as oil burn- 
ing units or combination oil and 
gas unit. Burner tips do not collect 
carbon. 


Crane Control: Harnischfeger 
Corp., 4405 West National Ave., Mil- 
waukee 14— New type overhead cran: 
control operates on alternating cu) 
rent and is said to provide smooth op- 
eration and good speed load character 
istics. Heart of the control is a ro 
tor and a stationary field 
through which braking forces are ex 
erted 
ing metal-to-metal contact and fri 
tion. 


member 
eliminat 


electromagnetically, 


There are no rotating electrical 





parts, no friction linings to replace, 
no adjustments to make and no main- 
tenance of auxiliary equipment, it is 
claimed. Hoist 
directly through gear train to hoist 
drum and drives the load up and down 
‘There is no clutch. 
times when controller handle is in 
(Continued on page 244) 


motor is connected 


Load raises at all 
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| JRONTON CARO-LINE 


THE MONOLITHIC 
REFRACTORY MATERIAL FOR 
ACID ELECTRIC FURNACES 










“Ironton Caro-Line” is used in 
electric steel foundries all over 
the United States and is also be- 
ing used in Canada, Mexico 


and Chile. 


“Ironton Caro-Line” siliceous ramming refractory is being used by Skagit 
Steel and Iron Works at Sedro-Woolley, Washington, where this Greene elec- 
tric furnace is in operation. Mr. Jack Hebert, the Foundry Superintendent uses it 
in the furnace bottom and for lining his ladles. He says, “We are very much 
pleased with our results from Ironton Caro-Line”. 


Ask us for data on this unusual refractory material. 


THE IRONTON FIRE BRICK COMPANY 


RELIABLE REFRACTORIES 
ET gek, Baek, OHIO 
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__FOR STYLE 


@ Workers prefer to wear good 
looking safety equipment. Attrac- 
tive styling goes into all CEsco 
equipment for good looks, for 
serviceability and comfort. 





rte te ee 62 a ee 
. 7 % 


° FOR 


Pa 


@ CESCO Safety 
Equipment includes 
every comfort fea 
fture— minimum 
weight, easy-resting 
contact points, venti 
lation, scientific form 


ing, adjustable fit. 


@ Emphasis on qual- 


ity 


products long-lasting 
and economical. 
Above all, CESCO 
protects 
from injury, saves 


life 


sight 


yar 


ee 


or ae . 
Apiet ee RES * Saute 


V1. RE 


makes CESCO 


workers 


and precious ey 






R SERVICE 


@ You get service- 
able CESCO equip 
ment plus service of 
well qualified safety 
advisers.Addupstyle, 
comfort, ,savings,sery 
ice—and your logical 


+ choice is CESCO 


CHICAGO EYE SHIELD CO. 
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2336 Warren Boulevard 
Chicago 12, Illinois 


py CESCO 


FOR SAFETY 











(Continued from page 242) 
raise position, and lowers when con- 
troller is in lower position. There is 
slight variation between no load and 
full load, and action in both raising 
and lowering is said to be smooth at 
all times. 


Grinder: standard 
Tool Co., 2507 River Rd., 
4—-Bench grinder is equipped with a 
1/3-hp, 3600 rpm, totally enclosed 


Electrical 
Cincinnati 





motor for 110 v, single phase, 50 or 
60 cycle current, and can be furnished 
to order for 220v single phase current. 
Safety type enclosed guards each have 
exhaust outlet, adjustable spark 
breaker and work rest. Machine is 
furnished with two 6 x 3/4 x 1/2-in. 
grinding wheels. Distance between 
wheels is 16 in. and height to cente1 
of spindle is 6-3/4 in. 


3uehler Ltd., 
Chicago 1 


Diamond Dust: 
165 West Wacker Dr., 
Diamond dust compound is specially 
prepared for the production of metal- 
Its hardness is 
life and 

In the 


lographic specimens. 
said to increase its cutting 
reduce the time of polishing. 





preparation of metallographic speci- 
mens, nonmetallic inclusions in steels 
are retained well, it and 
graphite is satisfactorily preserved in 
Specimens can be polished 


is claimed, 


cast irons. 
extremely flat, free from relief even 
when large particles of very hard 
constituents are found in a compara- 
tively soft matrix. Compound is sold 


with applicator gun (shown here) 
and in refill tubes. It is available 


in different grades. 





Die Casting Machine: H. L 
Harvill Mfg. Co., Corona, Calif. 
Hydraulically operated heavy duty 
die casting machine is convertible 
from normal cold chamber operation 
to optional hot chamber operation 
As a cold chamber machine it 
aluminum, magnesium, 
alloys, zinc, tin and lead alloys. Zinc 
tin and lead alloys also may be 
by the hot chamber method. Opera 
tion is either fully manual or 
automatic, and machine motion 
trols are time-cycle controlled. Injec 
tion pressures range from 3400 to 
11,800 psi and are controlled by pis 
ton size, which is related to the vol- 
ume of the metal required to fill the 
die cavities. Machine will 11.6 
lb of aluminum alloy or an equivalent 
volume of other materials. 


casts 
copper-base 


cast 


sem 


con 


cast 


Space Heater: U. Ss. Machin: 
Corp., 320 North C St., Lebanon, Ind 





Radiant air  oil-burning space 
heater uses direct radiation and hot 
air circulation principles and is de 
signed to heat offices and small 
homes by pouring heat where it is 
needed most—on the floors. It pro- 


duces 50,000 Btu per hour from % 
gal oil on maximum burning. Mini 
mum burning rate is about 1/16 gph 
and tank capacity is 6 gal. Front de 
flector assembly slips off with sim- 
ple hand burn- 
ing chamber for cleaning. Other fea 
tures include lighting torch, oil clean 
out automatic draft regulator 
and built-in baseboard. Heater is fin 
ished in two-tone tan 


pressure to exposs 


rod, 


Germicide: Service Industries 
2103 East Somerset St., Philadelphia 


34—-Dry chemical compound put u} 
in small capsules for general disin 
fecting, sanitizing and various pr‘ 


serving and sterlizing requirements 
when mixed with water (1 capsule to 
1 gal water) produces a germicide 
said to have times killing 
power than carbolic acid for destroy 


27 more 

ing communicable disease germs and 

most parasitic bacteria. It is claimed 
(Concluded on page 246) 
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The time-saving, space-saving, compact design of this 
new Horizontal Core Oven is characteristic of Young 
Brothers’ Engineering. Into it went the skill and confidence 
of many years of experience .. . also a thorough know- 
ledge of the job to be done and the production problems 
involved. 

This new core oven can be installed in practically any 
building without making any major structural changes. 

The coremakers are located right next to the oven so 
that they can load the cores directly on the moving 
racks thus eliminating the necessity of transporting them 
on hand trucks or a conveyor from the core room. The 
location of the coremakers, at the oven, also saves core 
room space. 

The size of the loading racks can.be varied and the 
shelves can be adjusted to accommodate cores of many 
sizes and shapes. 

Besides allowing for the removal of exhaust gases 
at the point of greatest concentration, the new oven 
design provides an effective cooling zone for the cores 
and assures comfortable working conditions for the 
coremakers. 

This New Horizontal Core Oven is Young Brothers’ 
answer to the demand for better core baking equipment. 
It is YOUR answer to the need for lower production 


costs and higher operating efficiency. 


zime’ YOUNG BROTHERS COMPANY Weg 


6508 MACK AVENUE 
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saving advantages! 
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SCIENTIFIC 


CAST PRODUCTS 


Corp. 


1388-1392 EAST 40th STREET 
CLEVELAND 3, OHIO 
23520 WEST LAKE STREET 
CHICAGO 12, ILLINOIS 
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(Concluded from page 244) 
to be odorless, colorless, stainless, 
nontoxic and nonpoisonous in all rec- 
ommended concentrations, and _ is 
harmless to the skin, materials and 
painted surfaces. 


Moisture Determinator: 
Laboratory Equipment Corp., 720 
East Main St., Benton Harbor, Mich. 

New instrument for determining 
the per cent of moisture in a wide 
variety of materials, including foun- 
dry sand, employs a principle of gen- 
erating acetylene gas by bringing the 
moisture of the sample tested into 
positive contact with calcium car- 
bide and measuring the amount of 


gas generated at barometric pres- 








sure. Accurate results are claimed to 
be obtained in 1 to 2 minutes. The 
generated gas enters a burette which 
can be calibrated over a wide range 
of percentage of moisture; the il- 
lustrated model reads from 0 to 17.5 
per cent with 0.1 per cent accuracy. 


Cleaners: Thermacote Mfg. Co 
420 South San Pedro St., Los Angeles 
13—-Acetylene welding tip cleaners 
come in two sets—one containing 12 
cleaners for cleaning 27 drill sizes 
from #74 to #49; the other set 
cleans 19 drill sizes from +47 to #30. 
Cleaners are designed to clean the 
tips without damaging the ports and 
are mounted in an aluminum carry- 
ing case which protects them from 
being damaged in the welder’s pock- 
et. A list of cleaner sizes to be used 
with the various drill numbers is 
engraved on the back of each case 


Mercury Lamp: Westinghouse 
Electric Corp., 306 Fourth Ave., Box 
1017, Pittsburgh 30—-Improved lamp 
performance resulting from _ better 
manufacturing techniques is claimed 
for the company’s 3000 w, 120,000 
lumen, A-H9 mercury vapor general 
lighting lamp and the B-H9 photo- 


chemical lamp. Longer life is said to 





make the A-H9 lamp more econon 
ical as a light source for hig é 
industrial lighting, and the B-H9 ph 
tochemical lamp more economical { 
blueprinting, photoprinting, chlorina 
tion and other photochemical 


esses. 


Box: -almer-Shile Co 1603 
Fullerton Ave., Detroit 27—-Box 
designed for foundry installation 
where uniform cooling is requir: 





It also permits sand to be drain¢e 
through sides and bottom of box ft 
reclamation. 30x is constructed o 
steel mesh on four sides and botton 
with all-welded angle iron framewor! 
and can be used with fork lift truck 
or cranes, or can be built with cast 
ers, rubber or metal wheels. Stac! 


ing guides are welded on all fou 
corners to permit uniform secure 
stacking. Model illustrat has 


rated load capacity of 8 ton 


Scaling Hammer: Rotor T 
Co., 17325 Euclid Ave., Cleveland 
New air tool has a graduated 
in the throttle which gives a choi 
of blows delivered. Exhaust air clean 
the work of chips and scale and thu 
provides better visibility Squat 


broached hole in the nose guides chis¢ 





at all times and is said to elimina 
nose bushing. Chisel retainer 
mits easy removal of chisel by thum 
pressure. Chisels are furnished 
blank form, flat form, spoon for! 
and a full line of star drills is ava 
ible in sizes 3/16 to 3/4-i! To 
weighs 3 lb and 10-1/4-in. lon 


; shic 
ithout chisel. 
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EW AO 
R-2000 





RESPIRATOR 





Visualize dust as small as 24 millionths of an 


inch diameter which the R-2000 filters out and 
you will appreciate the impetus given to respira- 
tory protection which this new respirator pro- 
vides! Comfort combines with protection, too, 
because the compact, chemically treated felt filter 
is as efficient as previous filters 8 times its size — 
thus permitting the use of a smaller filter container 
for increased front and side vision and greater 
wearing ease. 












PROVIDES 





Vv 
on 
cA) 


40 


GREATER 
EFFICIENCY! 


Other advantages include no increase in low 
breathing resistance — disposability of the filter 
— gauze pre-filter for extending filter life by 
barring the passage of larger dust and dirt 
particles. Special lightweight face shield may be 
used with the R-2000 to protect eyes and upper 
face. The respirator has the approval of the 
Bureau of Mines. 


AO has a complete line of respirators for protection 
against light concentrations of gases and vapors. 


*As compared with similar untreated filters. 


American & Optical 





COMPANY 


Safety Division 








SOUTHBRIDGE, MASSACHUSETTS * BRANCHES IN PRINCIPAL INDUSTRIAL CITIES 
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LOWER 


BELT COSTS 


Through Our Direct-To-User 


Sales Policy 





All shipments of Imperial] Belt- 
ing are made from our Chicago 
factory direct to you. This en- 
ables you to draw on the largest 
belting stock in the entire Mid- 
West. All Imperial men are di- 
rect factory representatives 

you get the personal attention 
and recommendations of factory- 


trained sales engineers whose 


entire interest is on belting. 


Heat-Resisting 
Beltings 
For Handling Hot Materials 


Foundries have used Sahara 
Beltings for over 25 years be- 
cause they are unexcelled for 
conveying and elevating hot ma- 
terials. 

Standard Sahara is for han- 
dling materials up to 300 F., In- 
sulated Sahara for use where 
sustained temperature of mate- 
rials is from 300 F. to 450° F. 
Their heat-resisting qualities are 
due to special impregnation and 
insulation. Their base is a 37% 
ounce, tight-woven duck with a 
tensile strength exceeding 700 
lb. per inch of width. Our double- 


stitched and Inner-Locked con- 
struction permanently prevents 
ply separation 

May we send you additional 
information and prices? 


Imperial Belting Co. 
1755 S. Kilbourn Ave. Chicago 23, Ill. 


Engineered Belting— 
The Right Belt for Each Job 





CUTTING COSTS WITH 
THE RIGHT TOOL 
FOR THE JOB 


Continued from page 87) 


Wheels, which naturally required 
higher surface speeds, so that a mod- 
ified straight grinder at higher speed 
was developed for this type of work. 
This grinder gave longer wheel life 
and higher production. 
ers provide 


Cone grind- 
a backing nut on the 
spindle against which the cone itself 
is tightened in order to avoid vibra- 
tion. Of course, cone wheels should 
be properly balanced. 

An example of cost reduction is 
shown in Fig. 8. This job is the 
cleaning of cored holes in blower 
housings and had been done formerly 
by 6-in. straight grinders at 6000 rpm 
equipped with 2%%4-in. 
wheels. 


vitrified cone 
However, wheel loss was ex- 
cessive, and the job was changed to 
an 8500-rpm cone grinder, weighing 
slightly less, with the result that the 
higher surface speed removed the 
metal faster, the tool was easier to 
handle and 
cent. 


costs were cut 20 per 
Moreover, the wheel cost itself 
one-third 


higher wheel speed under load 


was cut because of the 


Favor Fast Cutting Wheels 


Considering the cost cutting pos- 
sibilities of modern grinders, proper 
consideration should be given not only 
to metal removal but to wheel loss. 
It is a matter to find the 
cost of labor and overhead per ounce 
of metal removal of the wheel, then 
to compare this with the cost of the 
wheel per ounce of metal removal. 
In general, it may be said that the 
faster cutting wheels, with somewhat 
higher wheel loss, are probably more 


simple 


economical in the long run because 
of the high cost of labor and over- 
head. On the other hand, if wheels 
are specified too soft, wheel costs 
rise beyond the practical point. In 
the case of cone grinders, wheels are 
usually vitrified because the available 
equipment provides proper load speeds 
for vitrified but does not do so for 
elastic bonded wheels, considering the 
power required. 

From a 


practical viewpoint the 


application engineering involved in 
selecting the right type of cone 
wheel grinder consists largely of 


selecting the right shape of wheel for 
getting into the particular surface. 
The diameter of the wheel, in turn, 
defines the rpm and the amount of 
power necessary. The power required 
by cone wheels will be found to be 
than because the 


higher expected 





area of contact of the cone wheel 
large and the machine 
plenty of to get into the 


must have 
power 
corners. 
dimensions of the front end of th 
grinder may well be considered. Il 
many cases an extension may be help 
ful in getting into inaccessible places 
It has been our experience that th: 
use of screwed-on extension spindle 
for cone wheel work is unsatisfac 
tory. It is difficult to make the ex 
tensions, particularly in the tool roon 
so that they balance properly, and ex 
cessive wear develops on the bearing 
of the machine. On the other han 
machines are available with extend 
housing spindles to reach into the dif 
ficult-to-get 
These machines are easier to handl 
last longer, and the life of the wheel 
used on these machines is 
Generally speaking, the straight typ: 
of rear handle is more practical f« 
cone grinding than the spade type 


places, as in Fig 


longe! 


Cone wheel grinders are also avail 
able in the small sizes for small cones 
which of highs 
An example of this is show 


Here a manufacturer < 


course’ require 
speeds. 
in Fig. 4. 
bottle-washing machines had bee! 
using a 1%4-in. cone grinder to clea! 
flash off bottle grippers. The spe 
used was only 3600 rpm, however, an 
the output per man per day was 15! 
Use of a cone grinder with a speed « 
17,000 rpm increased output to 60! 
pieces per day and at the same tin 
wheel cost was cut substantially) 
The cone wheels with the old grinde1 
were good for 30 pieces; with th 
high-speed tools they were good fi 


150. The reason for this sharp cost 


reduction is the application of pr 
per wheel speeds and proper pow: 
for the job itself. 


Vertical Cup Wheel Grinders Ve: 
tical grinders are usually of th 
direct-drive type and are well calle 
the all-around grinder. Much of th 
work that is ordinarily 
straight grinders can be done bette 
by vertical grinders, which 
a cup wheel driven by the spindle i 
a vertical position. Usually, in tl 
case of pneumatic tools, the motor 
mounted above on the vertical spi! 
dle. In the case of high-cycle elk 
tric or universal tools the right ang 
usually is employed 


done b 


emplo 


drive 

It has been found that the vert 
cal type of grinder gives a flatt« 
smoother finish than the straig! 
grinder. The cutting action is sin 
lar to that of a surface grinder, cul 
ting down the high spots, leaving t! 
surface level without removing an e> 
cess amount of metal. When smoot! 
ing up castings, for example, the cu 

(Continued on page 250) 
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One Score and Twelve... 


For more than 30 years, the new—now fully accepted—mechanized 
foundry technique, conceived and perfected by Bartlett-Snow 
foundry engineers has demonstrated its reliability and efficiency. 
Equally well suited to gray iron, malleable, steel and non-ferrous 
operations, whether large or small, Bartlett-Snow sand, mold and 
castings handling equipment enables owners to get a maximum 
of both quality and quantity from their plants. Costs go down 
when Bartlett-Snow equipment is used. The product finds readier 
sale. The workmen get larger take home pay—easier—like their jobs 
better. And the smoother, more even production means bigger 


profits, larger dividends for you. Can we send you more details? 








THE (, Q. BARTLETT & SNOW 60. 


6201 HARVARD AVENUE « CLEVELAND 5, OHIO 
ENGINEERING REPRESENTATIVES IN THE PRINCIPAL CITIES 






Bulletin No. 91 
FOUNDRY SAND, MOLD AND CASTINGS HANDLING sent on request 
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“RAPID” MOLDING 


MACHINES 
* 





PORTABLE JOLT SQUEEZER R9X 


WRITE for NEW 
BULLETIN 'F* 








PORTABLE HAND SQUEEZER R-10 


PIONEER 


MANUFACTURING 


Molding Machine Manufacturer 
for Over 20 years 


MILWAUKEE (West Allis) WISC. 
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(Continued from page 248) 
Wheel is held almost flat, but for 
heavy metal removal the cup wheel 
is tipped slightly, held by the two 
handles approximately 90 degrees 
apart. Originally the field for verti- 
cal grinders was considered to be 
largely for level surfaces which needed 
smoothing. Today foundries use them 
extensively for grinding off high 
spots, for smoothing of large or small 
castings, and in preference to the 
straight wheel type of grinder in 
many cases because of superior per- 
formance. 

Fig. 2 shows flat work grinding in 
a gray iron foundry, removing fins 
and smoothing surfaces of cylinder 
heads with a vertical grinder at 5000 
rpm with 6-in. flared cup wheels. 
This tool replaced a 6-in. straight 
wheel grinder; it increased produc- 
tion 33 per cent, and at the same 
time gave a smoother job because the 
flat wheel surface didn’t gouge into 
the flat work surface. 


Cup Wheel Grinders Popular 


The vertical type of grinder is not 
as widely recognized perhaps in found- 
ry operations as it should be, although 
recent installations of this type of 
grinder are running about equal to 
the straight type. The ease of hand- 
ling the 90-degree handle, together 
with recent reduction in weight to 
8%, 11 and 12% pounds, has un- 
doubtely accelerated this trend and 
broadened the field of cup wheel 
grinders. The best way to find the 
application of cup wheel grinders if 
a foundry is not thoroughly familiar 
with the use of this machine, is pro- 
bably to take the grinder in the plant 
and try it on a variety of work. In 
applying this type of tool, first select 
the right shape of wheel, usually a 
6-in. diameter wheel of the flared 
type. The area of contact of this 
wheel is large, cutting action is 
heavy, and the surface produced is 
flat. The vertical type of tool finds 
high favor in the heavier type of 
foundries, particularly those working 
with steel and malleable iron. Elastic 
bonded wheels usually are used, and 
the flared cup has become widely em- 
ployed. 

Small Wheel Grinding —-Small wheel 
grinders may be defined as machines 
operating wheels up to perhaps 3-in. 
in diameter and weighing 2 to 3 or 4 
pounds. They were originally devel- 
oped for die shops but now find a 
wide application in foundries wher- 
ever a wheel up to 3-in. diameter, or 
small cone wheel for reaching into 
places, can be used to good advantage. 
Vitrified or elastic bonded wheels 
may be used, depending on the appli- 





cation and the wheel speéd, and 
mounted points, usually vitrified, ar« 
frequently used. 

It has been found that the light 
weight of these tools—2, 3 and 4 
pounds—makes them useful in mag- 
nesium and aluminum foundries fo! 
use with rotary files. When used 
for this purpose the tool should be 
well powered and constructed witl 
high grade bearings, solid one-piec¢ 
spindle, and equipped with air line 
lubricators, since the size of the too 
does not permit incorporating oil re 
servoir in any size and the tool oper 
ates at high speed which require 
proper lubrication. 


Great Variety of Tools 


In considering the aplication o 
small wheel grinders some confusior 
is likely to result from the great 
variety of tools available. The wide 
spread use of this type of tool as 
a result of the war has brought a 
large variety of different types of 
these small wheel grinders. However 
these tools will be found to fall into 
a smaller number of classifications in 
regard to power. The smallest tool 
weighing perhaps a pound or a pound 
and a half, will be designed with 
efficient power for rather light work 
such as small pencils and smal! 
wheels. The larger types may b¢ 
defined as weighing 3 to 3% pounds 
and will be found to have substantia! 
power for heavy-duty 2-in. wheel 
work. Additional types are availabl 
with sufficient additional power t 
handle 3-in. wheels under high pro 
duction conditions. Various length 
of front handles, various throttles, and 
even 13 and 26-in. extension ma 
chines are available. 


Fig 10 shows a small-wheel grind 
of the midget type, calito 18 
ounces, fitted with 4-in. collet and a 
1 x 2 mounted point for cleaning th 
fins of small compressor body cast 
ings. This job had formerly bee! 
done with a rat-tail file. This littl 
tool is easier to hold, and the smal 
diameter wheel end makes it easi 
to reach into difficult places. Th 
result was an immediate increase « 
50 per cent more castings clean: 
per day. 

Changing from hand methods t 
the use of small air-powered grinde1 
probably gives more striking produ 
tion increases than many other forn 
of changes, since the tools are light 
weight and develop a high rate < 
power in proportion to each poun 
of weight. The small air grinde! 
for example, develops .25 to .30 h 
with a weight of only 18 ounces .Th 
power applied to small wheels an 


(Concluded on page 252) 
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Discharge end of continuous tin plat- 
ing unit showing bright 
strip after electrolytic 
high-temperature fusing by Gas-fired 


radiant burners 


BRIGHT FINISHING was the problem and engineers 
of Crown Cork and Seal Company, Inc., Baltimore, 
adopted a high-temperature method for fusing 
tin to low-carbon strip, with resultant high-polish 
surface, in a continuous production mill. 


Then, to obtain the high temperatures necessary 
these engineers selected GAS 


> 


for heat-processing 
and modern Gas Equipment. By directing the heat 


of radiant GAS burners over a concentrated area of 


the freshly-plated strip it was readily possible to 
coordinate the fusing action with the plating 
process to accomplish continuous high-speed pro- 
duction of bright finished strip. 


This typical installation demonstrates the flexi- 
bility of GAS and the applicability of modern Gas 
Equipment for continuous, production-line heat 
processing. Compared with available fuels GAS 
is most readily controlled by simple automatic 
devices; Gas Equipment can be adapted for use 
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plating and 


Tin coating is fused to steel as the 
strip passes between SELAS Gas-fired 
radiant burners. Close-up of the high- 
temperature section of the continuous 
line shown at left 


polish of 





] 


eaviant OPMEP BURNERS 
cuca tile lompouile, 


tin-coat fusing zone 


with existing machinery or incorporated in new 
machinery without radical design changes, or ex- 
pensive supplemental apparatus. 


The manufacturers of Gas Equipment and your 
local Gas Company Representative will assist you 
and bring you up to date on the latest develop- 
ments in heat-processing with GAS. 


AMERICAN GAS ASSOCIATION 


420 LEXINGTON AVENUE, NEW YORK 17,N. Y. 


MORE AND MORE... 6 
THE TRENO IS, z 
FOR ALL 


INDUSTRIAL HEATING 






































MANUFACTURED IN 
OUR OWN PLANT... 
DISTRIBUTED FROM 
OUR WAREHOUSE 


Mw 2 
oe” BILL GAGGER 


> SAYS: 
y 


BY RADIANT 
aE FACINGS 


will cut down your 


SCRAP 
LOSSES! 
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MAKING 


BETTER 


CASTINGS FOR 
64 YEARS 


WE MANUFACTURE 


Core Compounds 
Core Washes ¢ Blackings 
Plumbago ¢ Seacoals 
Parting Compounds 
Tripoli—Low Silica—Liquid 
Core Pastes and Binders 
Shake Bag Facings 
Anti-piping Compounds 


*“Ferrograph”’ Graphitizer 


Special Facings & Compound 


WE WAREHOUSE 


Purite ¢ Goulac ¢ Glutrin 
Bentonite ¢ Silica Flour 
Soapstones and Tales 


Truline Binder 


The Smith Facing 
& Supply Co. 


1857 Carter Rd., Cleveland, Ohio 





(Concluded from page 250) 
points 
ability. 

Reciprocating Tools In selecting 
the right sand rammer for the job, 
the permeability of the sand and 
the mold hardness required should 
be considered first. Many faulty cast- 
ings are blamed on too hard or too 
soft ramming, and such faults as 
scabbing, rat tails, dropping, etc., 
are directly connected. When the de- 
sired mold hardness is established, 
the proper rammer will be the one 
that puts down the sand to this figure 
in the least time. Excessive weight 
in the rammer is not necessary and 
adds only to the operator fatigue, as 
the proper rammer will “walk” over 
the sand and should have sufficient 
power so that the operator does not 
have to ride it. A saving of 20 to 30 
per cent is not unusual in ramming 
time when the proper rammer has 
been selected and checked for energy 
delivered by the mold hardness tester. 


gives high metal removal 


Use Various Rammers 


Fig. 11 shows a small, light ram- 
mer suitable for this type of work, 
while Fig. 9 shows a heavy duty 
rammer which proves efficient on the 
larger molds. 

Butts and peens used on rammers 
are manufactured in numerous shapes, 
sizes and materials. The all-over ac- 
ceptance of the rubber butt and pein, 
either of the solid types, or the alu- 
minum head with the rubber insert, 
has shown a large saving in repair 
costs to battered or broken patterns. 
The use of peens is recommended 
where narrow faces are necessary, 
and will result in an even mold hard- 
Topping-off butts are 
also recommended with face diame- 
ter of 5 to 6-in. where vibrators or 
molding machines are used in the 
foundry. This type of butt can be 
obtained with a fibre or rubber face. 
The malleable butt has its uses, espe- 


ness reading. 


cially in green sand and large flasks 
where the sand has a tendency to 
creep and the sand is of such quality 
that it chews up and destroys the 
softer rubber type of butt. 

The chipping and cleaning floor is 
one place where costs can be cut sub- 
stantially by selecting the right tool 
for the job. The selection of the right 
chipper involves numerous factors: 
Holding weight, hex or 
round nose, blows per minute, air 


qualities, 


pressure, etc. The human factor is 
considered by most plants as rank- 
ing first, since the man using the 
hammer every day can determine the 
hitting power, ease of handling, etc. 
Labor costs have forced consideration 
of the proper tool on the cleaning 
floor, since the initial cost of the 


chipping hammer is minor when 
compared with the direct labor costs 
of the user. 

Many plants have realized after a 
process of elimination that using a 
faster and lighter hammer has re- 
sulted in savings in production tim« 
and fatigue to the operator. One 
case is a foundry formerly using 
heavy-duty, 3-in. stroke hammers and 
round shank chisels. Operator fa 
tigue became a major problem, and 
after a survey it was recommended 
that the heavier hammer be replaced 
by a light-duty, 2-in. type, and all 
nose bushings changed to a hex style 
An immediate increase of 25 per cent 
in production resulted, and further 
unestimated savings resulted in less 
layoffs for fatigue reasons. 

Proper air pressures are necessary 
for top performance of chippers, and 
inadequate pressure means low pro- 
duction. All outlets to the hammer 
should show pressure of 80 psi direct- 
ly in back of the handle connection 
In the final analysis of the right 
hammer for the job, use a hammer 
delivering a blow sufficient to be con- 
verted into useful work. If the chip 
fails to grow rapidly the cut is either 
too heavy or the hammer too small or 
air pressure too low. Try to select 
a hammer with the highest speed con- 
sistent with the proper blow and one 
that allows good holding qualities for 
the operator and eliminates operator 
fatigue. 


Summary—Perhaps the proper ap 
proach for cutting costs in the found 
ry through the selection of the right 
tool for the individual job is to ap- 
proach the subject with the general 
thought that any savings that can be 
clearly demonstrated are worth whil 
A check of direct labor costs alone 
will show this to be true. Analysis of 
equipment available in compariso! 
with the work to be done will thers 
fore bring to light suggestions for 


the right tool for each individual job 


Even small savings realized will am 
ply repay the time spent. On the 
other hand, it is our experience that 
there are many opportunities for 
major savings by, for exampl 


switching jobs from straight grinders 
to vertical, etc., which pay for the 
new equipment shortly. 

There seems to be little standard 


ization in the policies of foundries 


in writing off portable tools. Som: 
foundries write them off the day they 
arrive, others put them into inventory 


and write them off at the end of the 
year, and some even capitalize then 
over a two-year period. Whatever 
the accounting policy, it is obvious 
that if the tool pays for itself in 
short order the right tool 
be put on the job. 
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Now » >a BIG improvement 
in foundry flasks! 


DIAMOND introduces Precision-made, 
100% machined sand strips. 




















Rolled Brass 


Milled to Dimensions 
Slotted Holes 


Punched Accurately 








Parting Surface is 
Bound with Steel 
Permitting Free 
Action of Sand Strip 


=) and Spaced 
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Brass Slide Lugs 
Produced on Automatics 

















PROMPT 
DELIVERY 


* Increased production 
facilities, ample supplies of 
materials permit us to give 
prompt delivery. 


Write for 


BULLETIN"'F" 


for complete details on 
this outstanding new line of 
fine foundry flasks. 


DIAMOND — 


a ee 





a 
a 
| 
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] 
es | 


‘Telephone 2553 CLAMP AND FLASK COMPANY Bichwand, Indians 
Designers of CORE PLATES, JACKETS, BANDS, FLASKS since 1889 
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SYVTRON 





“Vibra-Flow” 


VIBRATORY 
FEEDERS 





Distinct Features— 


1. Handle a range of materials 
from light, fine powders to 
heavy, coarse ores. 


2. Provide variable contro! of 
material flow. 


3. Have no moving, 
mechanical parts. 


4. Available in a variety of 
trough styles, flat pan, tub- 
ular, grizzly, spreader, etc. 


wearing 


5. Capacities of from a few 
pounds to 500 tons per hour. 


THAT WILL 
INCREASE YOUR 
MATERIAL 
HANDLING 
EFFICIENCY 


An illustrated folder is avail- 
able, or—if you'll send us the 
details of your problem—descrip- 
tion of material to be fed, maxi- 
mum feed per hour, desired 
length of trough, etc.—our En- 
gineering Department will be 
glad to submit their recommen- 
dations. 


SYNTRON CO. 
540 Lexington 
Homer City, Pa. 
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... FRADE PUBLICATIONS... 


 Fpenesng SERVICE: Engineering 
Service Inc., 610 West Michigan 
St., Milwaukee 3 
the company’s cervice and contains 
illustrations of mechanized layouts 
engineered by the company. Services 
offered include: Analysis of present 
methods and equipment, compilation 
of data and preparation of prelimi- 
nary plans, report of findings and 
recommendations, complete plans 
and specifications, and complete proj- 
ect responsibility. 

ARC WELDERS: Hobart Bros. Co., 
Hobart Square, Troy, O.—Catalog 
contains illustrations, descriptions, di- 
mensions and specifications on its 
complete line of are welders, includ- 
ing electric-motor-driven de welders, 
gasoline-engine-driven welders, ac 
transformer type welders, welding 
generators, gasoline-engine-driven 
welders with auxiliary ac or dc power 
generators, and other models for spe- 
cial are welding applications. 

SPEED REDUCERS: Cleveland 
Worm & Gear Co., 3293 East 80th 
St., Cleveland 4—Booklet, “Proof of 
the Pudding,” presents a few of the 
successful installations of the com- 
pany’s new fan-cooled worm gear 
speed reducer. Catalog 300 gives a 
full description of the unit and con- 
tains information helpful to the quick 
figuring of proper sizes for various 
equipment. 

CONTOUR GRINDING: Porter- 
Cable Machine Co., 1714 North Salina 
St., Syracuse 8, N. Y.—Bulletin 
states the principles of contour grind- 
ing for polishing contoured pieces 
of work on a specially shaped wheel. 
Various models are shown with com- 
plete specifications. Another folder 
explains, illustrates and contains spe- 
cifications on the centerless belt 
grinding method. 

EQUIPMENT: Allis-Chalmers 
Mfg. Co., 1126 South 70th St., Mil- 
waukee 1-——-Bulletin 25B6773 reviews 
equipment for the metal industries. 
Included are such items as high fre- 
quency converters for induction heat- 
ing and melting, are furnace trans- 
formers and control, welding machin- 
ery, heavy duty radiography equip- 
ment, and precision castings. 

CONVEYORS: Jeffrey Mfg. Co., 
907 North Fourth St., Columbus 16, 
O..-Catalog 785 contains informa- 
tion on the latest designs of con- 
veyor details and all engineering data 
necessary to permit designing a belt 
conveyor for any application. All 
items required to seleet or specify 
a complete belt conveyor installation 
are contained in the book. 

FURNACES: Holcroft & Co., 6545 
Epworth Blvd., Detroit 10-—-Bulletin 
on carbo-nitriding furnaces outlines 
the operation of the carbo-nitriding 
process in the mass production in- 
dustries. The procedure of design- 


Booklet describes 


ing each furnace for a specific appli- 
cation is described. Typical installa- 
tions also are illustrated and de- 
scribed. 

BRUSHES: Osborn Mfg. Co., 5401 
Hamilton Ave., Cleveland 14—Cata- 
log 200 is designed to simplify selec- 
tion of the most suitable brush for a 
job. It contains illustrations of in- 
dustrial brushing operations in addi- 
tion to photographs and description 
of the company’s complete line of 
power, paint, varnish and mainte- 
nance brushes. 

GRINDING DISCS: 3ay State 
Abrasive Products Co., Farmer St., 
Westboro, Mass.—Folder gives com- 
plete detailed and pictorial descrip- 
tions of the company’s raised hub 
disc wheels and their various uses. 
Folder contains insert pages which 
give tables of discounts, standard 
ordering quantities, and list prices. 

MAGNETIC PULLEY: Dings Mag- 
netic Separator Co., 4740 West Mc- 
Geogh Ave., Milwaukee 14—Catalog 
260-A describes a new permanent 
magnetic head pulley for belt con- 
veyor systems. It includes dimen- 
sions, capacities, weights and other 
specifications and describes the de- 
sign of the unit. 


ELECTRICITY DISTRIBUTION: 
Feedrail Corp., 125 Barclay St., New 
York 7—Bulletin 18 describes fea- 
tures and uses and illustrates instal- 
lations of an electric distribution sys- 
tem consisting of steel enclosed bus 
bars and mobile trolleys, designed 
to provide power for all types of mov- 
able electrical equipment. 

INDUCTION HEATING: Ajax 
Electrothermic Corp., Ajax Park, 
Trenton 5, N. J.—Chart contains rat- 
ings for motor-generator, mercury- 
hydrogen spark gap, quenched gap 
and vacuum tube types of equipment 
to help in selecting induction heating 
and melting equipment for all types 
of equipment. 

DIE CASTING: Wickes Bros., 512 

Tavth Water St., Saginaw, Mich. 
3ulletin W-400 describes the com- 
pany’s high-speed automatic die 
ing machine for lead, tin and zinc 
alloys. Folder contains illustrations 
of the machine and specifications on 
its capacity. 

CASTING INSPECTION: E. W 
Pike & Co., 492 North Ave.. Eliza- 
beth 3, N. J.—-Catalog describes illu- 
minated magnifier for all types of 
inspection. Battery and electric types 
are illustrated and priced, and infor- 
mation on the instrument’s uses in 
various fields is given. 

HUMIDITY CONTROL: 
Combustion Corp., 2375 Dorr St., P.O 
Box 907, Toledo 1, O.—Eight-page 
booklet deals with selective humidity 
control for air conditioning. The 
principle of operation is described. 
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8 speci MANUFACTURING 





PHOTOGRAPH COURTESY OF CRANE CO 


Write us concerning any problem of 
Gamma Ray Radiography 


February, 1948 


BRASIVE CO. 


MANSFIELD, OHIO 8 





NEW 
FUNCTION 


“Directional solidification’ can easily be 
studied by the set-up illustrated in the 
photograph—-to indicate the best method of 
casting with a minimum of defects in the 
casting itself. 


Radium has become a new foundry tool which 
directly effects an increase in yield. It permits 
accurate determination of the proper pro- 
cedure in gating and risering “tough” cast- 
ings. Seventeen cylindrical castings were 
radiographed simultaneously by Crane Co. to 
ascertain the most productive and economical 
foundry practice. 


Radium thus performs a valuable additional 
function. 


For inspection, for determination of directional 
solidification, Radium is available in capsules 
of various unit strength in duralumin holders 
which may be leased or purchased at low rates. 


The rental includes full coverage insurance; 
heavy load storage containers and slide rule 
exposure calculators, 





RADIUM CHEMICAL COMPANY, INC. * 570 Lexington Ave., New York (22), N.Y. * Chicago: Marshall Field Annex Bldg. 
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FAST PRODUCTION...MORE PROFIT 


Moe 


MOLDING MACHINES 












NO. 44 HEAVY 
DUTY PORTABLE 


In eight hours, one Moline Squeezer, the No. 44 Heavy 
Duty, produces 285 high quality molds! That's real pro 
duction, and is one of the many reasons why more and 
more foundries are installing Moline Machines. They are 
finding it more profitable to replace their high priced, high 
maintenance cost machines with the Moline type best suited 
for their work 


Yes, Moline Squeezers will make money for you by boosting 
production and reducing foundry cost . and with very 
little initial expense. Their simplified design, sturdy con- 
struction and easy operation moke a hit with molders be 
cause it enables them to turn out a greater volume of 


high quality work 


Perhaps Moline Squeezers are the answer to some of your 


molding problems, too 









THERE MUST BE A REASON! 


There are four models of Moline Squeezers, 
designed in accordance with your specific re 
quirements It will pay you to write for 


complete details and descriptive folder. 


WE SHIP QUICK! 


MOLINE 


to 
& 











HAVING DIFFICULTY 
SECURING FUEL 
FOR CUPOLAS? 


Let us give you data on the use of D& H Anthracite, 
compiled through actual tests in our own foundry over 


a period of many years. We invite your inquiry. 

















THE HUDSON COAL COMPANY 


SCRANTON « PENNSYLVANIA 


Producers of D & H ANTHRACITE 
A GREAT NAME IN FUEL 


Tune in the “‘D & H ANTHRACITE MINERS“ 
9:45 A.M. Every Sunday Morning, NBC Network 








’ FASTER AND BETTER 
with the 


MURPHY PISTOL SPRAYER 
ELIMINATES SWAB, BRUSH and SPRAY CAN 


BLACKENING REACHES HIDDEN POCKETS 
MOLDS ARE BLACKENED FASTER 
CASTINGS PEEL BETTER 
WORK COMES CLEANER 
Satisfactory Performance Guaranteed or Money Back 





9 





PRICES COMPLETE WITH SUCTION HOSE AND SINKER 





PIPE SIZE 1/16" 1/8” 1/4" 3/8" 





PRICE F. O. B. 
$12.00 $12.00 $12.00 $14.50 $18 




















HAMILTON, O. 














Used for Silica wash, oil, water or any liquid material. For sand-blast cleaning 
As a blow gun for cleaning motors and machinery. If your dealer cannot sup- 
ply you at once, order direct from manufacturer below. Literature on request 











AFTERCOOLERS © SEPARATORS © STRAINERS © TRAPS 
SPRAY GUNS © PISTOL SPRAYERS 


JAS. A. MURPHY & CO. 
FIFTH AND VINE STREETS, HAMILTON, OHIO 
Moisture Elimination Up To 3000 Pounds Per Square Inch 
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BLOOMSBURY 


QUALITY 
GUARANTEES 


CLEAN CASTINGS 


Write us today for Free Samples Excello 
to prove the point to your own satisfaction. 








BLOOMSBURY GRAPHITE COMPANY, BLOOMSBURY, N. J.°N<' 






PARKS No. 20 
20 PLANER 


Here is a modernly designed, rugged, high- 
speed, low-priced planer that is ideally 
suited for pattern shops and all industrial 
plants requiring a quality surfacer. The 
Parks No. 20 Planer has a four-knife cutter- 
head with a speed of 3600 R.P.M. and 
offers two feed speeds—20 and 40 F.P.M., 
and 40 and 80 F.P.M. Write for complete 
descriptive literature. 


PROMPT DELIVERY 


$935.00 


LESS MOTOR 


THE PARKS WOODWORKING 
MACHINE COMPANY 


Dept. 10-E 1546 Knowlton Street 
Cincinnati 23, Ohio 


The Sensationally NEW Low-Priced 
















MANUFACTURERS OF QUALITY WOODWORKING MACHINES SINCE 1887 
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HERE’S meal WEARING EASE 


WITH APPROVED PROTECTION 


ror THE SANDBLASTER! 


“Quaniey | 
gous J JON 


RN 








The Hew M.S. A. 


Get casting accuracy and stepped 


é / ' up production with Acme matchplates, 
- role oleh <1 Mae) ol -MelileMelceleM>)leli-t er) lile || 


or multiple sections from one master pat- 


ABRASIVE HELMET tern. Precision cast. Low clean-up time. 


Prompt delivery. “‘Quotations Furnished.” 


U. S. BUREAU OF MINES-APPROVED 
Our 17th year as matchplate and core 


box specialists. Modern aluminum, brass, 
(weighs less than 414 lbs.)—durable, rubber hood— relate MM olaeliP4-Meiollilela Mae Mm ME aeliuleliilelileli inet 
rigid aluminum headpiece—comfortable suspended- accuracy, economy, and service, send speci- 
hammock head gear—bump-proof flow control valve Lileelilelil Melle ME sldllt ME oMe Vaile 


large area, screen protected window permitting 


This new Helmet features lightweight construction 


wide angle of vision. The loose-fitting positive pres 
sure design of the M.S.A. Blastfoe Abrasive Helmet MATCHPLATES 
brings new comfort to the foundry shot or sand-blast 

CORE BOXES 
operator, and its many practical features will be best 
appreciated under arduous service conditions. Write 8 a> 9 d COPE AND 


for the detailed story in descriptive Bulletin No. CS-22! nh DRAG PLATES 


PRECISION 
CASTINGS 


MINE SAFETY APPLIANCES CO. 
BRADDOCK, THOMAS AND MEADE STS. + PITTSBURGH 8&, PA. 
District Representatives in Principal Cities q ( Mm ALUMINUM ALLOYS INC. 


in Canada: MINE SAFETY APPLIANCES COMPANY OF CANADA LIMITED, TORONTO DAYTON 3, OHIO 
Montreal . Vancouver .. .Calgary ... Winnipeg . New Glasgow, N.S. 
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BUCKETS 


FROM 


HEADQUARTERS 


To give you the utmost in efficient performance, 
Blaw-Knox makes hundreds of different types and 
sizes—from a lf cu. yd. trenching bucket to a 
25 ton ore bucket, and everything in between. 
So name the material to be handled or dug, the 
hook or crane capacity, the clearance limits, and 
Blaw-Knox can supply you with a bucket that's 
exactly right for the job in question. 


—_ ' | BLAW-KNOX DIVISION 

OF BLAW-KNOX COMPANY 

2073 Farmers Bank Building 
Pittsburgh 2, Pa. 





You can select exactly the bucket 
you need from the informative data 
and illustrations in Blaw-Knox 
Bucket Catalogs. Ask for a catalog 

indicating the use you have 
in mind, 
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The extent of 20th 

Century Blast durability 
is amazing. 

But it is natural, as ma- 


terials are chosen by 


blast cleaning experts 

and properly tempered 

by an exclusive heat a at 
treating process. 


Made in all sizes, and 


accurately graded. 


IMMEDIATE SHIP- SHOT ° GRIT 


MENT. W rite for 
Samples and Price list. 


The Cleveland. 
etal Abrasive Co, 


"Main Office and Plant: a 
880 E. 67th Street, CLEVELAND 8, OHIO 
Howell Works: Howell, Mich. 




















N E R “OLIVER” wo. 144 
Hand Planer & Jointer 


SAND RECLAIMING UNITS 





for patternmakers 
—a heavy type 
= ~ Jointer for accurate 
M4 — aaa : 
Foo <= | planing of smali 
——s a stock 


—— 1 





A convenient, accurate, speedy 8-inch Jointer for pat 
ternmakers. Work slides easily over the long (60-inch 
highly polished tables. Circular safety cylinder runs in 
self-aligning double row ball bearings. Bevel fench 





adjustable from square to 45 across table Table 

lowers for rabbetting up to '2-inch 

Fitted with t tic knife 

“Cicer ache @ fall 1 wi new automatic nite 

Rae of faints bom guard for utmost safety. Write for 
6-in. to 30-in. sizes Bulletin 144. 








OLIVER MACHINERY COMPANY 
Grand Rapids 2, Michigan 


FOX | 


SWING 
RAME GRINDER - 
(pray nd 


_—_. 


@® BALANCE Perfect center balance of 
wheel and motor ensures grinding ease and 
efficiency. 


@ SAFETY “Worker safety” is carefully provided 























® ECONOMY Greasing required only once every 
six months . . . guaranteed for two years against re- 
pairs, exclusive of electrical equipment. % 








NICHOLS 


ENGINEERING & RESEARCH > « : 
CORPORATION Have you the new Fox Catalog ? 


60 Wall Tower, New York 5, N. Y. FOX GRINDERS, INC. 


; University Tower Bldg., Montreal, Canada| OLIVER BUILDING PITTSBURGH 22, PA. 
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| U OMPANY Fifty Years of Service 
1702 Reckingham Road, Davenport, lowa 
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j @ The post and squeeze cylinder on the JOLT 
HAYNES JOLT SQUEEZER is cast all in one SQUEEZER 






FULLY 
EQUIPPED 






ry piece. There are no bolts or screws in this 
e- machine. The top of the post is machined 
on top with a 27/16” cold rolled shaft which 
the swing arm swings on. 


This is a portable machine with three 
wheels, two in front. one in back, zerk fittings 
on all moving parts. Comes equipped with 
air gauge, pop-off gauge and a pin on top 
of the arm for a gate horn. 





This machine is 
furnished in 
two sizes: 10” 
squeeze cylin- 
der with 3” jolt 
cylinder and 
12° squeeze 
cylinder with 
4” jolt cylinder. 


HAYNES FOUNDRY EQUIPMENT CO. 


814 Ada Street—Kalamazoo, Mich. 
LADLES—BRASS FURNACES—CORE OVENS 
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MELTING POTS —ingot Molds 













WRITE tor 


CATALOG “F” 


ROUND SPOUT POT NO. 550A 
WITH 1%” COLLAR ON FLANGE 


Made of Acme SPECIAL-M-Heat Resisting Iron — They Stand the Heat! 


ACME FOUNDRY COMPANY 


DETROIT 16. MICHIGAN 


2502 TWENTY-SECOND ST. 








“Best Available Plant Engineers Consulted’’ 


When the Foster-Forbes Glass Company contemplated the con- 
struction of a new batch-mixing plant, the best available plant 
engineers were consulted, including those of The Neff & Fry 
Company. 
» The plant consists of nine N. & F. concrete stave silos with 
conveyors, feeders, mixers, etc. Seven of the silos are 60 ft. 
high, 16 to 25 ft. diameter; two are 45 ft. high x 12 ft. dia, 
Each silo has capacity for a 21 days’ supply of a certain material. 
This is cited as an example of silo installations which are 
continuously on the agenda of our company. If you have a 
project for storing and handling flowable bulk materials of 
any kind, it will pay you to get complete information from us. 


THE NEFF & FRY CO., CAMDEN, OHIO 


NEFF & FRY STORAGE BINS 


» 


for ALUMINUM AND OTHER NONFERROUS METALS. 45 SIZES. 


HOLDING————— 
BOWL NO. HP7001 





— 









INGOT MOLD NO. AA-6 


PHONE TASHMOO 5-2404 














LADLES 


for Handling and Pouring 


ALL METALS 


TIMKEN-WORM GEARED LADLES 


These patented ladles are designed by men 
with over 30 years of practical foundry ex- 
perience. 

They offer the utmost in Safety, Depend- 
ability, Long Life, Ease of Operation, Con- 
venience, Economy and Simplicity. 





They are manufactured in all types and 
sizes, and are arranged for manual or elec- 
trical operation. 


Our line of pouring and handling equipment 
is complete, including bowls, shanks, bails 
and tongs ... special equipment. | 


INDUSTRIAL EQUIPMENT CO. | 


115 NORTH OHIO STREET * MINSTER, OHIO | 
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GANTRY-TYPE 


ELECTRIC MELTING FURNACE 


High, powered!trans- 
formers and modern control 
equipment are supplied for 
rapid melting, maximum 
‘flexibility and efficiency. 


AMERICAN BRIDGE COMPANY 


General Offices: Frick Building, Pittsburgh, Pa. u 
BALTIMORE - BOSTON - CHICAGO + CINCINNATI 
CLEVELAND - DENVER + DETROIT + DULUTH 
MINNEAPOLIS - NEW YORK «+ PHILADELPHIA - ST. LOUIS 
Columbia Steel Company, San Francisco, 
Pacific Coast Distributors 
United States Steel Export Company, New York 








INCREASED PROFITABLE PRODUCTION AT LOWER COST 

WITH LESS SCRAP IS A POSITIVE AND DIRECT RESULT 

OBTAINED BY USING OUR PRESSURE CAST ALUMINUM 

MATCHPLATES, COPE & DRAG PLATES, COREBOXES 

AND LARGE DRIERS WHICH WE PRODUCE WITHOUT 
SIZE LIMITATIONS. 


ONLY ONE MASTER 
PATTERN REQUIRED 


ALLOW Y° PER FOOT FOR OUR SHRINKAGE 


We shall be pleased to receive your request for quotations, 





PRESSURE CAST 


1030 VERMONT AVENUE DETROIT 16, MICH. Tel. TAshmoo 5-8188 
AFFILIATED PLANT LOCATIONS: 


Coffeyville, Kansas 
Write us for information and details 


Birmingham, Alabama 





delivery dates and layout forms. Immediate deliveries 
available in most cases. 


PRODUCTS CORPORATION 


Menasha, Wisconsin 











SEND FOR A COPY OF 


WELLMAN 


VT ae\ any VP We:vole) 4 
o~ \ 


In redesigning old or 
developing new prod- 
ucts, you will find the 

/ metals data in our 
new 16-page catalog 
extremely helpful. 


Tables cover: “Rela- 
tive Weights of Struc- 
tural Metals”; “Physi- 
cal and Mechanical 
Properties of Cast 
Metal”; Chemical Compositions and Mechani- 
cal Properties of Magnesium-Aluminum and 
Copper-Base Alloys and Ampco Metal; Con- 
forming Specifications, etc. 


Write for your copy of this catalog . . . TODAY. 


THE WELLMAN 


BRONZE & ALUMINUM COMPANY 


2561. EAST 93rd STREET . CLEVELAND 4, OHIO 





264 










/e ear CL Fis 


"eee" 






Saves 
SHOT, GRIT 
SAND 
















| SPER. 5 J 
FEDERAL BLAST NOZZLES ARE MADE OF 


TUNGSTEN-CARBIDE 


“The hardest material known to man.” For this reason they 
outwear ordinary nozzles in use for sand blasting and metal 
cleaning by the blast method. Air consumption is reduced 
and the blast is concentrated because the hole in the nozzle 
wears very slowly. This means low cost operation. 

TRY ONE AND SEE FOR YOURSELF—Made in all sizes and 
types: adapters furnished for all types of blast cleaning 
equipment. 


The Federal Foundry Siipply 

















Ne ———— Lemony} 


THE FOUNDRY-— February, 1948 









































for e Smoother 
e More Accurate 


PATTERNS 


Use an / Eli ey 


>. a 
16h 


6 inch 


JOINTER 


The tilting fence on the H&A 
6 Jointer makes it adaptable 
for every kind of edging and 
surfacing operation straight 
or angular—including rabbet- 
ing, relieving and chamfering. y } 
Its sturdy cast iron construc- = j 
tion provides complete rigidity ms 
ind its cutter speed of 6000 






rpm. assures ai smoother : 
finish. Cuts 6” wide and 5/16 
leep ... has 60” table. — / 


Other H & A Woodworking Tools that provide peak efficiency in the 
Pattern Shop are the H & A It” Band Saw; the H & A Swing Cut-Off 
Saw; and the H & A Woodmaster. Write TODAY for complete informa- 
tion on all of these H & A Quality Woodworking Tools. 


Heston & Anderson 


Established 1921 


{629 W. Kirkwood St., Fairfield, Ia. 




















ROURA SELF - DUMPING HOPPERS 


. cut high labor costs of material 
handling in half. 
Eliminate hand work in moving bulk materials. 
Pull the trip arm and a Roura Hopper auto- 
matically dumps, rights and locks in position 
for the next load. Fits any standard fork or 
platform lift truck. Sturdy ... safe... 
quick . . . economical. 
Sizes and types for any job. Write today for 
illustrated bulletin, “In Dollars & Sense’’. 


ROURA IRON WORKS INC. 


1405 WOODLAND AVE., 















DETROIT 11, MICHIGAN 
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Luck Doesn't Count: 


The need for mere luck is eliminated atthe 

nonferrous foundry that has proper control of 

its pouring temperatures. When every melt is | 
checked for temperature, quality of castings 

is largely standardized, and losses reduced to 
a minimum. 

The Marshall Enclosed-Tip Thermocouple is 

the instrument used in this control. With a 

Marshall Thermocouple, the temperatures of 
your molten brass, aluminum, bronze, copper, 

magnesium, etc. can be checked with ease and 

speed. | Me 

When over-heating and under-heating is elim-. 
inated, most causes of faulty castings ...such 

as excessive shrinkage, softness, porosity, 
cold-shuts, etc... . are also done away with. 
Write for descriptive Folder. L. H. Marshall : : 


Co., 270 W. Lane Ave., Columbus 2, Ohio. = 





MARSHALL 


THERMOCOUPLES 








FOUNDRY 
FLASKS 










Model OM-1 


Mode! CH-40 


Model TM-10 


Truscon manufactures 
one-man, {two-man 
and power handled 
flasks available to 
meet your own par- 
ticular production re- 
quirements. 


TRUSCON @2) aio! 


at every point where 


cutting away the metal. 


Proper Placing of Flanges 


The flanges and ribs of Truscon flasks are designed to help the molder. The flange on the filling 
side is turned out so as not to interfere with filling or shaking out. The flange on the bottom 
side Or parting line is turned in, forming a sand strip to carry the sand. 


Types of Handles and Pin Lugs 


Truscon flasks have available a range of handles and pin lugs to meet every particular need. 
They are welded or riveted securely, as may be desired. 


Adequate Strength without Excessive Weight 


Every Truscon cope, drag and check is one integral piece of steel. There are no built-up sections 
that jar loose. Truscon flasks withstand the knocks and hard usage they are bound to get 


TRUSCON __.,...,. 


STEEL COMPANY catalog showing 

PRESSED STEEL DIVISION 
6202 Truscon Ave.:+ Cleveland 4,0. Flashes available. 
Subsidiary of Republic Steel Corp. 










Coors 
Clear, Red, 
Black and Yel- 
low — also 
Thinner. 


A BETTER JOB 
ith CO-LOIDAL-AC Pattern Lacquer 


Dries fast 

Only one coat necessary 
Non-settling; no stirring or mixing 
Long wearing; finish lasts indefinitely 


Saves molders’ time; does not stick to sand 


eeoeoeees 


Does not deteriorate in storage; pigments always in 


suspension 


tvailable in gallons, five gallons and drums. Order 


direct from factory. 


American Lacquer Solvents Co. 


Perkiomen Junction, Phoenixville, Pa. 
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good design is important 


Correct Thickness of Flask Wall 


The walls of every Truscon flask are built with great strength and rigidity to withstand severe 
strains. The ribs and flanges extend full depth around the entire flask without buckling or 





wide range of 
Truscon Steel 


A FOUNDRY 
IS A GOOD PLACE 


TO WORK! 


~ 


TERRE HAUTE 
SPECIAL 
FOUNDRY COKE 


Sold Exclusively by 
LTO UMILA CO OY. A oe) Om 


8 South Michigan Ave., Chicago 3, Illinois 





BRANCHES, Peoria * New York + Indianapolis + Milwaukee *« Minneapolis ¢ S¢. Louis 
Detroit « Cleveland « Cincinnati « Evansville 
Menufoctured ot Terre Haute, Indiana by INDIANA GAS & CHEMICAL CORPORATION 
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ws NEW—IT'S SENSATIONAL 


Here at last is peak efficiency in Shot 
and Grit for blast CLEANING and PEEN- 


\ ING. AMASTEEL SHOT and GRIT are | 
: far better than ordinary hard iron abra- 
sives because they are TRUE ALLOY 
: : STEEL. 


Compared to regular blasting mate- 
rials, AMASTEEL offers an amazing supe- 
GENUINE Abe STEEL , riority due to its long life and resistance 


SHOT § GRIT e — to breakdown and greater CLEANING 
ug and PEENING speed. This feature means 
: > _—_ additional savings on labor, handling, 
; 4 storage, freight costs, and dust disposal. 
AMASTEEL is produced under exclusive 
patents and is available in sizes that 
meet all CLEANING and PEENING re- 
quirements. 
Investigate AMASTEEL Shot and GRIT 
today. 








figs. PRODUCERS OF 


eee ALLOY METAL ABRASIVE CO. 


plain eames 311 WEST HURON ST. ANN ARBOR, MICH. 











PREVENT COMPRESSED AIR 
STORAGE TANK EXPLOSIONS 


DELIVER AIR CLEAN AND DRY... INSTALL A 
MURPHY 


TANK 
TRAP 


- A BLAST FURNACE ust Goma 
| PRODUCT PD 


| Smelted from Superior quality removes all condensate (water and oil). Leakproof. 
lake ores, high grade metallur- Requires no attention, no maintenance. Install it 


gical coke and limestone, using ° and forget if. Alternate inlets for cramped 


our own local No. 1 Sharon Seam space installations. Ideal for garage, service station 
< . « x. ° ° ° ° . . . 
ona and similar installations. Priced within reach of the 


smallest compressed air user. 
SILICON | A “blend” with JISCO 
wie ROn J GUARANTEED to perform as advertised or money refunded. 


is sound metallurgy. alc 









































e for literature and price. 





AFTERCOOLERS © SEPARATORS © STRAINERS * TRAPS 
SPRAY GUNS © PISTOL SPRAYERS 


JAS. A. MURPHY & CO. 
FIFTH AND VINE STREETS, HAMILTON, OHIO 
Moisture Elimination Up To 3000 Pounds Per Square Inch 


THE JACKSON IRON & STEEL Company 


JACKSON, OHIO 
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P”\LUMINUM MELTING 


SIMPLIFIED 


FOR: DIE CASTING... PERMANENT MOULDING 






hb ber 
. . 


ae 


REVERB-O-M 


al. aed 
* * - 


ELTER 


WRITE FOR COMPLETE INFORMATION 




















CORE SAND COLORS 
FOR 
IDENTIFICATION 


Some of the larger foundries have found it practical 
to color their various grades of core sands. This 
eliminates guesswork and assures the proper use of 
the required type of core sand for the particular 


job at hand. 


Our laboratories have developed a line of special 
dyes in a range of colors that have been carefully 
tested and found suitable as well as economical. 


Write us for details and samples. 


EATON CHEMICAL AND DYESTUFF COMPANY 


1490 Franklin Street Detroit 7, Michigan 
Canadian Branches: Windsor and Toronto 
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Outstanding peatared taclude: 


@ Lorger capacity per given size 

@ No crucibles or pots to replace 

@ Separate charging and ladling 
buckets, allowing both opera- 
tions to proceed simultaneously 

@ Built in cccess door in addi- 
tion to ladling and charging 
buckets. 

@ High Efficiency with lower 

maintenance and _ operating 





PENN BUCKETS 


No. 5-A 
Self Dumping 


Careful balancing makes Penn Buckets self 
dumping when loaded and self righting 
when empty. Welded construction pre 
vents “‘clinging’’ makes them empty easily 
and completely. 


(C WRITE TODAY FOR NEW BULLETIN 


MEMBER 








DIMENSION SHEET AND PRICE LIS? 


PENN IRON WORKS 


READING, PENNA. 
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DOUBLE YOUR PRODUCTION—with the 
fastest and most powerful Rammer made— 


NO. 4 DAYTON 
RING VALVE 


BENCH 
RAMMER 
e 


Aside from its efficiency, the chief advan- 
tage of this Rammer lies in its long life. 
The Valve Unit will last for years without 
repair or replacement. The Cylinder Bore 
and Piston Rod are HARD CHROME 
PLATED, features which double the life 
of the Rammer and reduce maintenance 
costs at least one-half. 








Have been adopted as standard by some 
of the largest users of Rammers through- 
out the Country. MADE IN FIVE SIZES. 
Send for Bulletin No. 300. 
































DAYTON PNEUMATIC 
TOOL CO., DAYTON, O. 


ere’s part of a complete line of DEMMLER core box vents— 
rigidly contrennet in varying sizes of slotted brass—slotted steel 
—and screen mesh. Orders filled promptly from stock! 
BRASS SLOTTED CORE BOX VENTS 
Slot widths: . _ wow, oF cs i . 
Diameters: Ve”, 3/16”, V4”, 5/16”, ¥%”, 7/16”, V2", Ve", %”, 
Ve"", : all m%"”, l\y”’ 
STEEL SLOTTED CORE BOX VENTS 
Slot widths: .010”, .013”, .015” 
Diameters: Ya”, 3/16”, V4", 5/16", Ye", 7/16”, V2", Ve", %4”, Te", 
1”, 1%", 1a” 
SCREEN TYPE CORE BOX VENTS 
Mesh: #30, #40, #50. 
Diameters: Ve”, 3/16”, V4”, 5/16", Ye"’, 7/16”, V2”, Va", %”, Te”, 
1”, 1%", 1¥2” 
SPECIFICATION CIRCULAR ON REQUEST 


Wn. DEMMLER ¢é 221. 


Kewnaner, Pilinors 
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This is NO “Fish Story”... 
JOHNSON Insures Successful 
BAIT CASTING with Proper 


DIE CASTING from 
LESTER-PHOENIX MACHINES 


One of the most modern aluminum die casting plants 
in the country is the Johnson Motors, Waukegan, 
Illinois, manufacturers of world-famous Johnson “Sea 
Horse” outboard motors for small boats. 


Few concerns have as many machines or as many 
modern units, used exclusively for producing alumi- 
num die castings, as this plant. 33 Lester-Phoenix 
Die Casting Machines serve to produce the major 
portion of the aluminum parts for the Johnson Motors. 
Metal is injected at pressures ranging from about 
20,000 psi to approximately 60,000 psi, depending 
upon the size and type of casting made. 





If you are presently confronted with die casting prob- 
lems that have to do with various metals such as 
aluminum, tin, zinc, lead, magnesium, brass 1 

or bronze, why not avail yourself of our free 
consultation service? There is no obligation. 





Model HHP-3-x-S for Brass, Aluminum and Mag- 
nesium. Aluminum Capacity, 1.8 to 10.1 pounds per 
shot. Projected Area, 40 to 200 square inches. 


Die Locking Pressure, 600 tons, Cold Chamber Method. 


FOR DETAILED INFORMATION WRITE TO 


LESTER-PHOENIX, INC. 
2659 Church Ave., Cleveland 13, Ohio 


LESTER-PHOENIX 


" DIE CASTING MACHINES 
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SOFFEL'S 
THERMOTOMIC ABC 


(Patents Pending) 








A New Exothermic Feeding Compound 
for Aluminum and Magnesium Castings 


* Ae ne oe oe oe oe oe ee 


THERMOTOMIC ABC is the first successful exothermic feeding compound 
ever to be developed for aluminum and magnesium castings. Results ob 
tained from its use are amazing. Feeding metal in heads or risers is main 
tained in the fluid state from 20 to 30 minutes Yield on aluminum cast 
ings has been greatly increased. Weight of feeding metal in heads or risers 
has been reduced by as much as 120 in many cases. Due to the restricted 
feeding neck through the THERMOTOMIC ABC core, the removel of feeding 
heads or risers is greatly facilitated 


THERMOTOMIC ABC is used as feeding ring cores under feeding heads or 
risers at their juncture with the casting. When the molten aluminum comes 
into contact with the exothermic ring core or insert, an exothermic chemical 
reaction takes place in the material which generates an intense heot. This 
heat serves to increase the temperature of the metal in the feeding head, 


thus assuring that it will remain fluid longer than the metal in the main 
body of the casting. As the casting cools and solidifies, the reservoir of 
feeding metal in the heads is free at all times to feed the casting and com 


pensate for shrinkage occasioned by solidification. Since, by the use of 
THERMOTOMIC ABC, it is possible to control directional solidification in the 
casting, chills may be eliminated. Thin sections will feed from heavier sec 
tions; which in turn will feed from the feeding heads or risers. As the feed 
ing heads or risers are kept liquid by the exothermic action of the THERMO 
TOMIC ABC, it is readily seen how this use of THERMOTOMIC ABC will 
eliminate shrink cracks and pipe in castings caused by premature freezing 
of the feeding metal 


a ae ae oe oe oe a ee ee oe 


SOFFEL’S AL-X31 LIQUIDIZER 


(Patents Pending) 
An Exothermic Feeding Head Compound and Pipe Eliminator 
For Aluminum and Magnesium Castings 


a a oe oe oe oe ee ee ee 


SOFFEL’S AL-X31 LIQUIDIZER was developed for use in conjunction with 
THERMOTOMIC ABC. In order to secure best results and maximum feeding, 
we strongly recommend that AL-X31 LIQUIDIZER be applied on the feeding 
heads or risers. When so applied, AL-X31 LIQUIDIZER enters into an intense 
exothermic action which will actually raise the temperature of the feeding 
metal. The heat produced is sufficiently great that, even if the metal has 
solidified, it will re-melt. After AL-X31 LIQUIDIZER has completed its exo- 
thermic action, it forms a soft, Insulating cover on the feeding metal. This 
cover confines the heat generated and further delays solidification of the 
feeding heods or risers. 


SOFFEL’S AL-X31 LIQUIDIZER, when applied on the metal in holding pots 
or ladies, will maintain the temperature of the metal and prevent loss of 
hect to the atmosphere through radiation. This is especially important in 
cases where considerable time may elapse between filling the ladles and 
finishing pouring of the molds. The exothermic action of the AL-X31 LIQUID- 
IZER will effectively prevent freezintyy up of the metal in the ladles, even if 
the metal is too cold on removal from the furnace. Since the use of AL-X31 
LIQUIDIZER in the ladles will actually increase the temperature and fluidity 
of the metal, cold-shuts and misruns in thin sections of castings are reduced 
or eliminated altogether 


NOTE: Neither THERMOTOMIC ABC nor AL-X31 LIQUIDIZER will contami 


nate or otherwise injure the metal in any way 


PITTSBURGH METALS PURIFYING CORP. 


Manufacturers of 
Fluxes and Purifiers for all Metals and Alloys; also Soffel’s Thermotomic 
Compounds and Soffel’s Carbon-Free Liquidizers for Ferrous and Other 
Non-Ferrous Metals 


1352 Marvista St., N.S. Pittsburgh, (12) Pa. 
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NEWHEAVY DUTY 





FOOT-CONTROLLED FREES HANDS 


For handling heavier objects, greater 
ASK mass is provided, by use of larger jaws 
and vise body parts. A wider jaw open- 
ABOUT ing up to 10” is thus permitted. Like 
the standard model it is air powered 
MODEL foot operated with the same wide range 
control of jaw pressure (0 to 3! tons 
No. 610 and the same safety features. 
. Write for data. 







AIR POWERED 


VAN PRODUCTS CO. 


282 ERIE TRUST BLDG., ERIE, PA. 


Fully automatic 
die casting machine 
produces 720 shots per hour 








Here are examples 
of more output per 
manhour every hour 
from fully automatic 
die casting production. 
Nut above weighs 1 oz. 
Gear weighs 4 oz 
Work Horse Model 
16AZ, for zinc, tin and lead castings, produces each part in 
a single cavity die at 720 shots per hour. Casting cycle is 
completely automatic. 


Die movement, shot and ejection Occur in continuous, 
completely automatic cycles. Between-cycle delays are elimi- 
nated. There’s no human element in determining hourly 
output. Operator merely fills melting pot occasionally and 
lubricates die. At these high speeds, you can use single cavit) 
dies and cut die cost 50 to 90%. 

Multiple cavity dies, however, are often used. Work Horse 
Model 16AZ has a 30 sq. in. casting area with 16 oz. capacity 
There are four speeds: 240, 340, 520, 720 shots per hour 
Conduit fittings weighing 0.6 oz. are produced at 240 shots 
per hour in an 8 cavity die. That's 1920 fittings every hour 
from one low-cost machine! 

Increase output and dimensional accuracy . reduce 
floor space needs, die costs and downtime. Write for our 
folder on Work Horse Model 16AZ today. 


LIGHT METAL MACHINERY, INC. 


736D PENTON BUILDING e CLEVELAND 13, OHIO 
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CORE 


| A SPECIFIC TYPE 
| SLOTTED 
deg 
none HEAD 
.093 


Wide or Narrow Slots 


Most Economical Method 


1124 WOODWARD HGTS., 





SJMILLIE 


BOX 


FOR EVERY 
or SCREEN 


(f 


SHALLOW HEAD 
.031 

Wide or Narrow Slots 

014 .010 .014 





INSERTING DRILL 


for rmsertinea 


C.M.SMILLIE & CO. 


TOOLS @ PRECISION MACHINED and GROUND PARTS ®@ FIXTURES 


VENTS 


CORE BOX" 





.030 MESH 


.010 
core Box Vents 


FERNDALE 20, MICH. 











BLY 


Ps MIXERS “4 


The paddle-type mixer for core 
sand mixing in the foundry. Blystone Mixers 






offer: low mix cost, thorough mixing, and 
easy operation. There is a sturdily built type 
and size for your problem. Send for Bulletin 





and full details. 


iVISION ° 
vd ngl MACHINE co 
t 


ashington Boulevard, Chicago, Ilinots 
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SOLID HEAD 























This design, in combination with 
quality, reduces casting rejects. 
We also make square head types for 
light work, and stem and double head 
chaplets_ for heavier jobs. 


CLEVELAND CHAPLET 
& MFG. CO. 


West 67th St. & N.Y.C. Ry. 
CLEVELAND, O. 








More Economical — 

Each Grain Solid Homogeneous Mass 
Certified Steel Samson Shot and Angular Grit differ fro 
other abrasives because each grain is a solid homogeneou 
mass devoid of cleavage lines. Certified Abrasives wear 
away slowly, retain their original tough cutting and clea: 
ing qualities for maximum blasting efficiency at lowest cost 


Extra Tough — For Faster Cleaning and Longer Wear 


Certified Abrasives clean faster and better because 


they’re uniform in size and extra tough, developed by 


R a special automatically-controlled hardening process. 
BETre They wear longer because they never break apart. 










Safer — No Abrasive Dust Hampers Your Production 


Certified Shot and Grit never give off production-hampering dust 

they’re safe for all types of cleaning. Easy to clean and use 
over again. One 100-lb. bag does the work of two tons of sand 
All sizes graded to new S.A.E. specifications. 





PITTSBURGH CRUSHED STEEL CO. 


PITTSBURGH, PENNA. 


STEEL SHOT AND GRIT CO. 












BUILT FOR YEARS 
OF DEPENDABLE SERVICE 





The Marschke Heavy Duty Wide Type Grinder supports the 
carefully machined and ground spindle in four accurately 
aligned ball bearings. The spindle and motor housing are 
cradled in a massive, line-bored U-type base which extends 
vp and around the motor ends thereby providing an ex- 
ceptionally rigid construction 

Equipped with Marschke Universally Adjustable Guards for 
all around safety and convenience, this wide type grinder 
provides good clearance between wheel and base for bulky, 
irregularly shaped work pieces—also ample elbow room be- 
tween operators. 


The motor is totally enclosed, and the bearings are fully 
protected against entrance of grit. Quality materials and high 
standards of workmanship assure years of dependable service 
under the most severe duty. The Marschke Heavy Duty Wide 
Type Grinder is available with 5, 7% or 10 HP motors for 
18 or 20 by 3 inch wheels. Write today for further details. 














1839 MADISON AVENUE « INDIANAPOLIS 2, INDIANA 





BOSTON, MASS. 


Successor to the 


“ZIRCOFRAX” COMBUSTION TUBE 








* THE TOUGHEST 
* THE GREATEST HEAT RESISTING 


* THE TUBE THAT JUST LAUGHS AT 
HEAT SHOCK 
) ORMERLY manufactured by The Carborundum Com- 

pany under the trade name “Zircofrax” the new 
Leco Combustion Tube will be welcomed back 
by all its old users, and hailed with joy by those who 
have yet to experience trouble-free combustion tube 
performance at very high or low temperatures. 

For quotations write to Laboratory Equipment Cor- 
poration, Benton Harbor, Michigan. 


LABORATORY EQUIPMENT CORP. 
Benton Harbor, Mich. 
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t+ A NEW and BETTER way to..... 
MOISTEN your SAND HEAPS 


This water dispenser enables the ( Write for further information con- 
| 


cerning this new development. 


operator to spray the sand heap 
with a controlled volume of water. 
As the MOULDERS’ FRIEND pro- 
pels itself over the heap thov- 
sands of flat, tempered steel wires 

in the brush revolving at high 
speed pick up small particles of 
the moistened sand and added 
bond and blend them thoroughly 
with the heap. 


“The Moulders' Friend” 


SAND CONDITIONING EQUIPMENT 
DALLAS CITY, ILLINOIS 


* 
S207) 
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CAST SOIL PIPE 
ening penne 


We supply complete equip- 
ment and technical infor- §) © 
mation for production of 

centrifugally cast soil pipe. 






Write today for new illus- 
trated Bulletin No. 847 








' P. O. Box 947 Nathan Janco, Pres. Tulsa 1, Okla. | 


This Modern Method Provides for: IN Prins 
Production Uniformity SIZES FOR 
Perfectly Concentric Pipe EVERY 
No Sand Blasting or Other Cleaning Necessary “aa 





Use of Unskilled Labor 
Small Man-Hour Labor Cost 
High Production with Low Investment 


Pipe Sizes from 2-inch Diameter Upwards S i} th & n F h | rd S 0 Nl 


CENTRIFUGAL CASTING MACHINE CO. MANUFACTURING COMPANY 
MANUFACTURERS OF HINGE TUBES. CHAPLETS AND FOUNDRY SPECIALTIES 


GENEVA ~- ILLINOIS 





SS EE SS 


THE FouNDRY—February, 1948 275 











ALL GRADES OF WASHED, DRIED, SCREENED 


SILICA FOUNDRY SANDS 


Produced from the celebrated Ottawa District St. Peter Sandstone. 
Steel Molding Sand e Core Sand « Blast Sand « Furnace Bottom Sand « Opener 
Sand for Aluminum and Magnesium Castings « Silica Flour 


p STANDARD SILICA CORPORATION 


CHICAGO AND OTTAWA, ILLINOIS 
DISTRIBUTORS IN ALL PRINCIPAL CITIES 


MICRODIL- 















GUARANTEE OF 
QUALITY CONTROL 





Get on with production. Do your snag- 
ging quicker, cleaner, safer’ With Electro 
HIGH SPEED SNAGGING WHEELS en- 
gineered to your job, you'll see costs come 
down and volume of better output go up. 
These wheels work on anything from any- 
thing—swing frames, floor stands or port- 
able machines. Full details illustrated in 
full color in our new 
Grinding Wheel Manual 
No. 645. Send for it now. 
It's free. 














Service from Los Angeles or Buffalo 





EGLro REFRACTORIES & ALLOYS CORPORATION 


Mfrs. + Refractories «+ ( High Speed ) * Crucibles + Alloys 





344 DELAWARE AVE. \Grinding Wheels/ BUFFALO 2, N. Y. 








GREENE ELECTRIC 


MELTING FURNACES 
Arc Furnaces for Steel 
Std. Frequency Induction for Aluminum 
Induction Convertors for raising or lowering 
carbon in steel or iron 
Hearth Furnaces for Ore Reduction 


GREENE ELECTRIC FURNACE CO. 


2702 6th Ave., So. Seattle 4, Wash. 
Ph. Main 736?. Cable add. ‘‘Greenelec’’ Seattle 

















PRODUCERS 
CORE SAND 
vito cae = CORPORATION | 


a CAR MICHIGAM CIETY, (MDIAMA 


















BERKSHIRE otal 5S es Synemes CANNON 
MOLDING “ 
VIBRATORS 
MACHINES 
10" 4" 
SQUEEZE JOLT 
CYLINDER CYLINDER 
CANNON 1111 Power Ave. BERKSHIRE 
VIBRATOR CO. Cleveland, Ohio MFG. CO. 














EDWIN S. CARMAN, INC., 


LEE ROAD AT MAYFIELD 
CLEVELAND 18, OHIO 








LAYOUTS FOR MODERNIZATION 
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Few indeed—if there is NI-ROD* in your welding shop. 





Reports are coming in from foundries all over the 


country ...reports of labor and money being saved by 





_ using NI-ROD for reclaiming cracked, porous and 


7 imperfect castings. 


@ “Ni-Rop’s ease of handling shortcuts special steps 


like preheating and reduces labor time.” 











Matchplate 

made from 

single-gated 
pattern 








7 7 
Get more output with safety. That means, with greater 
accuracy. Foundrymen are thus helping their profit by 
using our pressure-cast matchplates and cope and drag 
plates. Single or multiple pattern matchplates cast 
under pressure in plaster molds—that’s the proven 
answer to today’s urgent production needs. 


Get our quotations today. 


PLASTER PROCESS CASTINGS COMPANY 


Affiliate of Toledo Matchplate Co 
6922 CARNEGIE AVENUE’ CLEVELAND 3, OHIO 















=) MATCHPLATES 


COPE and DRAG PLATES 
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@ “N1I-Rop’s crack-free, non-porous nickel deposit fuses 
completely with cast iron under the toughest welding 
conditions.” 

@ “N1-Rop’s smooth flow keeps down hardness — NI- 
Rop welded castings are easy to machine.” 


Try N1i-Rop in your own plant. Order a five-pound 
package today. Your distributor stocks it in 3/32”, 
1/8”, 5/32”, and 3/16” diameters. “Reg. U.S. Pat. Of. 


EMBLEM g. OF SERVICE 
THE INTERNATIONAL NICKEL COMPANY, INC., 67 Wall Street, New York 5, N. Y. Ati 





PORTABLE 


FOR EITHER 
PRODUCTION 
OR JOBBING 


FOUNDRIES GRINDER 
HEAD 






















For grinding sand 
core faces before past 
ing cores together... 
produces uniform ac- 
curacy not possible by 
hand filing or scraping 
+ + » Saves many hours labor, 
and speeds up production. 
Built to machine tool pre- 
cision, MURCO Portable Core 
Grinder will handle large range 





TABLE 
SWINGS 





of core sizes . . . grinding 
head adjustable . . . compact 
- furnished with 1 H.P. 
motor... mounted on casters 


und easily moved with mini 


mum effort. Write for com- 
plete details. S J * 











D. J. MURRAY MANUFACTURING CO.j 


WAUSAU, WISCONSIN 
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Graduated throttle 
closes automatically. 











Wafer valve is 
simple, compact. 


Swivel handle 
keeps hose 
from twisting. 


Positive chisel 
retainer assures 
safe operation. 


Piston has 
snappy action. 





Exhaust air 
keeps work cleon. 


’ €ut costs with the 
NEW ROTOR SCALER 


For these jobs: 

Scaling 

Star drilling 
Light chipping 


Call in the Rotor Analyst to demonstrate it on your work. 


Weld slag removal 
Spatter cleaning 
Weld peening 





15:62 ON MOD, am OlOR Foley 


CLEVELAND, OHIO 











The Williams “Hook-on? Single Line Bucket is designed especially for foundry 
service in ¥ to 2 cubic yard capacities. Its many features of design and con- 
struction are described in an illustrated bulletin sent free on request. Write 


THE WELLMAN ENGINEERING CO. 











k- 9" CHORD 4 6” Cupola Blocks and 





6" Rotary Kiln Blocks 


Dimensions of all Blocks 














Outside Chord 9 
Radial Dimensions 6 
Thickness 4 
i 
' 
Diameter in Inches 
Number i 
Block Inside Chord alan 
Number in Inches to Circle ; 
Inside Outside i 
30-42 6% 30 42 l 
36-48 63, 36 48 
42-54 7 42 54 4 
48-60 72 48 60 
54-66 7 54 66 
60-72 7% 60 72 € 
66-78 75% 66 78 
72-84 7} 72 84 
78-90 7h 78 90 2 
84-96 7% 84 96 34 
90-102 7h 90 102 3€ 
96-108 8 96 108 38 
102-114 8 102 114 40 
108-120 8, 108 120 42 
114-126 8° 114 126 44 
120-132 8h 120 132 46 
123-135 8 yh 123 135 48 


Cupola blocks standard and super quality. 
Refractory shapes, milled fire clay and cements. 


THE DAVIS FIRE BRICK CO. 
OAK HILL, OHIO 











AMERICAN BRITISH CHEMICAL SUPPLIES, Inc. 
180 MADISON AVE. NEW YORK 16, N. Y. 
Invites you to write for your free copies of A.B.C. Suggestion 
Sheets for Melting Aluminum, Brass, Bronze 
& Grey Iron Alloys 


A.B.C. FOUNDRATES, FLUXES & COATINGS 


(TRADE MARK REG.) 
FOR THE MELTING & CASTING INDUSTRY 











s automatically. 












an Act 
nt reases tempera 
“ w web “OF metal 





w Retains metal i” 
liquid state. 


tion of 
Allows reduc 
" and volume in 


feeding heads. 






write for — 
free sample! 






FOUNDRY SERVICES INC. 
280 MADISON AVENUE, NEW YORK 16, N.Y. 





TYPE for 
FOUNDRY, 
SERVICE 











» Sevoreance CARBIDE MIDGET MILLS 


T, Operate at grinding-wheel speeds 
Outlast scores of mounted points 4 f 
h Cut 50 times faster G G 


MANY SHAPES and SIZES 
Cut hard materials - Rockwell 65-C Write for Catalog No. 16 
May be REGROUND time-after-time by Severance—savings are thus multiplied 


SEVERANCE TOOL INDUSTRIES, INC. 


753 lowe Ave., Saginaw, Michigan 








HIGH CALCIUM 
FLUXING LIMESTONE 


for use in 


Gray Iron Cupolas 
and 


Electric Furnaces 


Quarry and plant at Hillsville, Pa. 
and Lowellville, Ohio 


THE CARBON LIMESTONE COMPANY 
Established 1848 
Youngstown, Ohio 
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In BERLIN, HONG KONG or MOSCOW 


our service is nothing to brag about... 


But anywhere in Our East: 

Pennsylvania, New Jersey, New England, New York, 

Delaware, Maryland, Virginia, West Virginia— 
“The Heart of The Foundry Industry of The East” 


We can make available anything from the largest stocks 
of foundry supplies in the area 
overnight by rail, air or truck 


Incidently, we carry in stock “everything for repetition of this claim, put us to the test and 
the foundry” and we do mean “everything!” — find us wanting . . . an appropriate gift will be 


Should you grow a bit bored with our ceaseless = yours. Which puts the next move up to you. 


PENNSYLVANIA FOUNDRY SUPPLY & SAND COMPANY 


ASHLAND & EAST LEWIS STS. * PHILADELPHIA 24, Phone JE5-1012 











MORE THAN HALF OF ALL 


QUIKDRAW CORE STRIPPERS 


ARE SHIPPED ON REPEAT ORDERS 






Providing Safe Sure 
Vents in Cores 





If this fact interests you ask your foundry 
supply dealer for further information about 
this satisfying machine—or write the manufac- 





turer. 


STRATTON MANUFACTURING CO. 
ERIE, PA. 


ws ec é J r ; r _ > 
UNITED COMPOUND COMPANY 

















328 South Park Ave., Buffalo 4,N.Y. 
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28 years experience in designing, build 

ing and installing dust-control equip 

ment is at your service. Call for one of 

our engineers, or write for free booklet 
Mastery of the Air 








SAND BLASTING EQUIPMENT | 
’ DUST ARRESTORS | 


Reasonable Delivery. iy 


ENGINEERING CORP. 


2545 EAST 79th ST. 











Parsons blast rooms, suction cabinets 
oscillating blast barrels and accessories 


do the job faster . . . better. Custom 
built to give year after year service 
CLEVELAND 4, OHIO and trouble-free operation. 











THAT 


EMPIRE :°::; 


* FOR FOUNDRY + METALLURGICAL «+ 








By-Product Coke: 


CHEMICAL « WATERGAS «¢ DOMESTIC USES * 


root DEBARDELEBEN COAL CORPORATION 


DeBardeleben Preparation and Service Give Added Value 


Transportation Building 
BIRMINGHAM 3, ALA. 























| CHEMISTS and METALLURGISTS 
Grey Iron Foundry Consultants 

| Complete Foundry Testing 

| Established over 25 years 


| A. H. PUTNAM COMPANY 
Rock Island, Illinois 








GRINDING WHEELS AND THEIR USES 


By Johnson Heywood 
A practical volume for every man interested in modern 
grinding methods and applications. 


Second Edition 
436 pages, 436 illustrations 


THE FOUNDRY 


Book Department e Penton Building e Cleveland 13, Ohio 


Price $3.00 
Postpaid 


















FOR CLEANER-LOOKING 


CASTINGS 


Make surface blemishes practically invisible. 
Fill in shallow sand holes, blow holes, pock marks 
and other such imperfections with Smooth-On No. 
4 Foundry Cement. It expands slightly as it hard- 
ens, becoming practically part of the casting. Will 
take filing. Choice of three shades to match color 
and texture of your casting 


LIGHT GRAY Smooth-On No. 4AA comes in I-, 
1) and 50-1b. sizes. . . .MEDIUM GRAY Smooth 
nm No. 4A comes in 1-, 5-, 25- and 100-Ib. sizes 

DARK GRAY Smooth-On No. 4B comes in 
I-, 5-, 25- and 100-Ib. sizes. 


Order through your supply house—if = they 
haven't Smooth-On Foundry Cement, write us 


FREE 


~~) it youve never used Smooth-On 
F spoott OM |) write us for free sample, specimens 


CEMENTS of hardened Smooth-On—all grades 
and 40 page Smooth-On Repair Hand 


SAMPLES, HANDBOOK 


book 


weis-*\ SMOOTH-ON MFG. CO., Dept. 178, 
| "power vat ) 570 COMMUNIPAW AVE., JERSEY CITY 4, N. J 


Do it with SMOOTH-ON 


FOUNDRY CEMENT 
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Dry Molds Faster ¢ Easier 


HAUCK 


Compressed Air 
OIL BURNERS 


A necessity for busy foundries: In- 
stantly regulatable flame from 1700° 
to 2100° F., for drying any molds, 
large, small, shallow, deep or deli- 
cote. Lightweight, portable, conven- 
ient, economical. 

Made for use with compressed air 
or in hand pump types with oil tank 
capacities from 2 to 15 gal. Burner 
lights instantly. Other Hauck Burners 


for ladle heating, cupola lighting, ° 
preheating furnace linings, etc. Write for Cat. 1043 


HAUCK MFG. CO., 106 Tenth St., Brooklyn 15, N. Y. 

















SEE WHAT YOU GET! 


A 3 lb. self-contained, DIRECT-READING simplified 
optical pyrometer that gives the TRUE SPOUT AND 
POURING TEMPERATURES OF MOLTEN IRON AND 
STEEL MEASURED IN THE OPEN! That's what the 
PYRO does! No upkeep, no accessori¢ and it 
quickly pays for itself. Don’t swear AT other pyron 
eters; get a PYRO and swear BY it For NON 
FERROUS foundry use PYRO IMMERSION PY 
ROMETER Write for atalogs descrit Jy range 


and types 





PYRO oniht natn 


THE PYROMETER INSTRUMENT CO 
Plant & Lab. 
106 Lafayette St., New York 13, N. Y 
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The following classified list of products of the advertisers in THE FOUNDRY 
is conducted for the convenience of our readers in quickly locating sources 
of foundry equipment and supplies 


ABRASIVE (Bricks and Files) 


Bay State Abrasive Products Co., 
Westboro, Mass. 
Carborundum Co., 
Niagara Falls, N. Y. 
Norton Co., Worcester 6, Mass. 
Peninsular Grinding Wheel Co., 
729 Meldrum Ave., Detroit, Mich. 
Simonds Abrasive Co., Tacony & 
Fraley Sts., Philadelphia 37, Pa. 
Sterling Grinding Wheel Div., 
Cleveland Quarries Co., 
Tiffin, O. 


ABRASIVE CLOTH and PAPER 
Behr-Manning Div. of Norton Co., 
Worcester 6, Mass. 
Carborundum Co., 
Niagara Falls, N. Y. 
ABRASIVE CUTOFF MACHINES 
Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa 


ABRASIVE DISCS 
Skilsaw, Inc 5000 N. Elstor 
Ill 


Chicago 36 


ABRASIVE (Metallic)—See SHOT 
and GRIT 


ABRASIVE WHEELS 


Bay State Abrasive Products Co., 
Westboro, Mass. 
Carborundum Co., 
Niagara Falls, N. Y. 
Electro Refractories & Alloys Corp., 
Vars Bidg., Buffalo 2, N. Y. 
Independent Pneumatic Tool Co., 
600 West Jackson Bivd., 
Chicago 6, IIl. 
Raybestos-Manhattan, Inc., 
Manhattan Rubber Division, 
Passaic, N. J. 
Norton Company, 
Worcester 6, Mass. 
Peninsular Grinding Wheel Co., 
729 Meldrum Ave., Detroit, Mich. 
Simonds Abrasive Co., Tacony & 
Fraley Sts., Philadelphia 37, Pa. 
Sterling Grinding Wheel Div., 
Cleveland Quarries Co., 
Tiffin, O. 
United States Rubber Co., 
1230 Sixth Ave., 
New York 20, N. Y. 


AFTERCOOLERS (Compressed Air) 


Jas. A. Murphy & Co., 
Hamilton, O. 


AIR COMPRESSORS 


Allis-Chalmers Mfg. Co., 

Milwaukee 1, Wis. 

Campbell-Hausfeld Co., 

Harrison, O. 

Chicago Pneumatic Tool Co., 
General Offices: 8 East 44th St., 
New York 17, N. Y. 

Curtis Pneumatic Machinery Co., 
1922 Kienlen Ave., 

St. Louis, Mo. 

Fuller Company, Catasauqua, Pa 

Gardner-Denver Co., 

Gardner Drive, Quincy, Il 

Ingersoll-Rand Co., 11 Broadway, 
New York 4, N. Y. 

Joy Mfg. Co., Sullivan Division, 
Michigan City, Ind. 

Schramm Inc., West Chester, Pa 

Spencer Turbine Co., 
Hartford, Conn. 

Worthington Pump @& 
Corp., Harrison, N. J. 


Machinery 


AIR CONDITIONING EQUIPMENT 


American Air Filter Co., Inc., 
266 Central Ave., 
Louisville 8, Ky 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind 

Curtis Pneumatic Machinery Co., 
1922 Kienlen Ave., St. Louis, Mo 

Kirk & Blum Mfg. Co., 
Cincinnati 25, O. 

Schmieg Industries, 6560 Cass Ave., 
Detroit 2, Mich. 

Schneible Co., Claude B., 
2827—25th St., Detroit 16, Mich 


AIR CONTROL EQUIPMENT 


American Air Filter Co., 
Louisville 8, Ky 


THE FOUNDRY 


February, 1948 


AIR CONTROL EQUIPMENT 
(Cont’d.) 
Foxboro Company, Foxboro, Mass 
Kirk & Blum Mfg. Co., 
Cincinnati 25, O. 
Murphy, Jas. A., & Co., 
Hamilton, O. 


AIRLESS BLAST CLEANING 
EQUIPMENT 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Pangborn Corp., Hagerstown, Md 
Sly Mfg. Co., W. W., 4753 Train 
Ave., Clevéland 2, O. 
AIR LINE LUBRICATORS 
Independent Pneumatic Tool Co., 
600 West Jackson Blivd., 
Chicago 6, III. 


ALLOYS 


Ajax Metal Co., 46 Richmond St., 
Philadelphia 23, Pa. 

American Smelting & Refining Co., 
120 Broadway, 

New York 5, N. Y. 

Climax Molybdenum Co., 500 Fifth 
Ave., New York 18, N. Y. 

Frontier Bronze Corp., 818 Elm- 
wood Ave., Niagara Falls, N. Y. 

Globe Iron Co., Jackson, O. 

International Nickel Co., Inc., 

67 Wall St., New York 5, N. Y. 

Molybdenum Corporation of Amer- 
ica, Pittsburgh 19, Pa. 

Niagara Falls Smelting & Refining 
Corp., 2204 Elmwood Ave., 
Buffalo 17, N. Y. 

Ohio Ferro-Alloys Corp., 

Canton 2, O. 


ALLOYS (Ferro) 

Electro Metallurgical Sales Corp., 
30 E. 42nd St., 
New York 17, N. Y. 

Hickman-Williams & Co., Union 
Commerce Bldg., Cleveland 14, O 

Keokuk Electro Metals Co., 
Keokuk, Iowa. 

Miller & Company, 332 S. Michigan 
Ave., Chicago 4, IIl. 

Ohio Ferro-Alloys Corp., 
Canton 2, O. 

Vanadium Corp. of America, 420 
Lexington Ave., New York, N. Y. 


ALUMINUM and ALUMINUM 
ALLOYS 
Ajax Metal Co., 46 Richmond St., 
Philadelphia 23, Pa. 
Christiansen Corp., 
1 North LaSalle St., 
Chicago 2, Ill. 
Frontier Bronze Corp., 818 Elm- 
wood Ave., Niagara Falls, N. Y 
Sonken-Galamba Corp., 
Kansas City 18, Kansas 


ALUMINUM INGOTS 

Alter Company, 1702 Rockingham 
Rd., Davenport, Iowa. 

Christiansen Corp., 

1 No. LaSalle St., Chicago 2, Il 

Cleveland Electro Metals Co., 
West 38th St. & NP R.R., 
Cleveland 13, O. 

Niagara Falls Smelting & Refining 
Corp., 2204 Elmwood Ave., 
Buffalo 17, N. Y. 

Permanente Metals Corp., 

1924 Broadway, 
Oakland 12, Calif. 


ANNEALING FURNACES 
(Electric) 


Ajax Electrothermic Corp., 
Trenton, N. J. 


ANNEALING POT RAPPERS 


New Haven Vibrator Co., 131 Chest- 
nut St., New Haven 7, Conn. 


ANNEALING TUBES 
Pressed Steel Co., Wilkes-Barre, Pa 


AERATORS 

Bartlett & Snow, C. O., Co., 6201 
Harvard Ave., Cleveland 5, O 

Jeffrey Mfg. Co., Columbus 16, O 

Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill. 


AERATORS (Cont'd.) 

National Engineering Co., 549 W 
Washington St., Chicago 6, Ill 

Newaygo Engineering Co., 
Newaygo, Mich. 

ARRESTORS (Dust) 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind 

Kirk & Blum Mfg. Co., 
Cincinnati 25, O 

Newcomb-Detroit Co., Inc 
5741 Russell St., Detroit 11, Mich 

Pangborn Corp., Hagerstown, Md 

Whiting Corporation, 15607 Lath- 
rop Ave., Harvey, Ill 


ASSOCIATIONS 
Crucible Manufacturers Association, 
90 West St., New York 6, N. Y 
Sonken-Galamba Corp 
Kansas City 18, Kansas 


BAND SAWS 
Atlantic Saw Mfg. Co 
New Haven, Conn 


BANDS (Snap Flask) 
Adams Co., Dubuque, Iowa 
Diamond Clamp & Flask Co., 
Richmond, Ind. 
Federal Foundry Supply Co 
4600 E. 7ist St., Cleveland 5, O 


BARS (Steel) 
Bethlehem Steel Co., Bethlehem, Pa 


BATTERIES (Industrial) 

Electric Storage Battery Co., 
Allegheny Ave. at 19th St 
Philadelphia 3, Pa. 

BEARINGS Roller 
and Ball) 

Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill 

Timken Roller Bearing Co., 
Canton 6, O. 


(Anti-Friction, 


BELTING (Conveyor, Elevator) 

Imperial Belting Co., 1800 So. Kil- 
bourn Ave., Chicago 23, IIl. 

Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill. 

Raybestos-Manhattan Inc 
Manhattan Rubber Division, 
Passaic, N. J 


BELTS (Power Transmission) 


Imperial Belting Co., 1800 So. Kil- 
bourn Ave., Chicago 23, Il. 

Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill 

Raybestos-Manhattan Inc., 
Manhattan Rubber Division, 
Passaic, N. J. 


BENTONITE 


American Colloid Co., 363 W. Su- 
perior St., Chicago 10, Ill 

Baroid Sales Division, 830 Ducom- 
mun St., Los Angeles 12, Calif 

Eastern Clay Products, Inc., 
Jackson, O. 

Federal Foundry Supply Co., 
4600 E. 7list St., Cleveland 5, O 


Pennsylvania Foundry Supply & 


Sand Cr Ashland & } Lewi 
Sts Philadelphia 24 Pa 


BINS (Storage) 


American Bridge Co., 
Pittsburgh 19, Pa. 
Bartlett & Snow, C. O., Co., 6201 
Harvard Ave., Cleveland 5, O 
Neff & Fry, Camden, O 


BLACKING (Mold, Core) 


Asbury Graphite Mills, 
Asbury, N. J. 
Bloomsbury Graphite Co 
Bloomsbury, N. J 
Federal Foundry Supply Co 
4600 E. 7ist St., Cleveland 5, O 
Stevens, Frederic B., Inc 
Detroit 16. Mict 
United States Graphite Co., 
Saginaw, Mich. 


—When writing advertisers, please mention THE FOoUNDRY— 


BLASTING EQUIPMENT 
American Wheelabrator & Equip- 
ment Co., 505 S. Byrkit St., 

Mishawaka, Ind. 
Hydro-Blast Corp., 2550 N. West- 

ern Ave., Chicago 47, Il. 
Pangborn Corp., Hagerstown, Md. 
Sly Mfg. Co., W. W., 

4753 Train Ave., Cleveland 2, O. 


BLAST METERS 


Foxboro Company, Foxboro, Mass 


BLOWERS 


Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

American Air Filter Co., 
266 Central Ave., 
Louisville 8, Ky. 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 

Campbell Hausfeld Co., 

Harrison, O. 

Eclipse Fuel Engineering Co., 
tockford, Ill. 

Fisher Furnace Co., 2453 West Hub- 
bard St., Chicago 12, Ill. 

General Blower Co., 

Morton Grove, Ill. 

Ingersoll-Rand Co., 

11 Broadway, New York 4, N. Y. 

Johnston Mfg. Co., 

Minneapolis 13, Minn. 

Joy Mfg. Co., La-Del Division, 
New Philadelphia, Ohio. 

North American Mfg. Co., 

4455 E. 71st St., Cleveland 4, O 

Roots-Connersville Blower Corp., 
Connersville, Ind. 

Spencer Turbine Co., 

Hartford, Conn. 

Stroman Furnace & Engineering 
Co., Division of Peterson Ovep 
Co., 300 W. Adams 8t., 

Chicago 6, II. 

Whiting Corporation, 15607 Lath- 

rop Ave., Harvey, IIl. 


BOLTS and NUTS 


American Bridge Co., Frick Bldg., 
Pittsburgh 19, Pa. 
Bethlehem Steel Co., Bethlehem, Pa. 


BOND CLAY 


American Colloid Co., 363 W. 
Superior St., Chicago 10, IN. 

Baroid Sales Division, 830 Ducom- 
mun St., Los Angeles 12, Calif 

Eastern Clay Products Inc., 
Jackson, O. 

Federal Foundry Supply Co., 
4600 E. 71st St.. Cleveland 5, O. 

Harbison-Walker Refractories Co., 
1745 Farmers Bank Bidg., 
Pittsburgh 22, Pa. 

Ironton Fire Brick Co., Ironton, O 


BOOKS (Technical) 


Penton Publishing Co., 1213 West 
8rd St., Cleveland 13, O. 


BOTTOM PLATES and BOARDS 


Adams Co., Dubuque, Iowa. 

Chicago Mfg. & Distributing Co., 
1928 W. 46th B8t., Chicago 9, Il. 

Christiansen Corp., 1 North LaSalle 
St., Chicago 2, Il. 

Dougherty Lumber Co., 4300 East 
68th St., Cleveland 5, O. 

Diamond Clamp & Flask Co., 
Richmond, Ind. 

Shanafelt Mfg. Co., 3623 Winfield 
Way, N. E., Canton 5, Ohio. 

Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis 

Truscon Steel Co., Pressed Steel 
Div., 6100 Truscon Ave., 
Cleveland, Ohio. 

Wadsworth Equipment Co., 
Akron, Ohio. 


BOWLS and SHANKS 


Industrial Equipment Co., 
Minster, Obio. 

Whiting Corporation, 15607 Lath- 
rop Ave., Harvey, Il. 





BOXES (Tote) 

Penn Iron Works, Reading, Pa. 

Shanafelt Mfg. Co., 3623 Winfield 
Way, N. E., Canton 5, Ohio 

Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis. 

Truscon Steel Co., Pressed Steel 
Div., 6100 Truscon Ave., 
Cleveland, Ohio. 


BRAKES (Magnetic) 


Stearns Magnetic Mfg. Co., 
662 S. 28th St., Milwaukee 4, Wis 


BREAKER CORE SHAPES 

Harbison-Walker Refractories Co., 
1745 Farmers Bank Bidg., 
Pittsburgh 22, Pa. 


BRICK (Refractory) 


Carborundum Co., 
Perth Amboy, N. J 
Harbison-Walker Refractories Co., 
1745 Farmers Bank Bldg., 
Pittsburgh 22. Pa. 
Ironton Fire Brick Co., Ironton, O 
Norton Co., Worcester 6, Mass 
Robinson Clay Products Co., 
1100 Second National Blidg., 
Akron, Ohio 


BRIQUETS (Alloy) 


Climax Molybdenum Co., 500 Fifth 
Ave., New York 18, N. Y. 

Electro Metallurgical Sales Corp., 
30 E. 42nd St., 
New York 17, N. Y. 

BRIQUETS (Ferro Alley) 


Electro Metallurgical Sales Corp., 
30 E. 42nd St., 
New York 17, 


BRIQUETS (Silicon Carbide) 


Carborunduin Co., 
Perth Amboy, N. J 


BRIQUETTING MACHINERY 
(Metal) 

Milwaukee Foundry Equipment Co., 
3328 Pierce St., Milwaukee 4, Wis 


BRUSHES 


Independent Pneumatic Tool Co., 
600 West Jackson Blvd., 
Chicago 6, Ill. 

Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, O 


BUCKETS (Elevating, Clam Shell, 
Drag Line, Grab, Loader, Dump- 
ing) 

Blaw-Knox Co., 

Farmers Bank Bldg., 
Pittsburgh, Pa. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
Wickliffe. O 

Erie Steel Construction Co., 

Erie, Pa 

Harnischfeger Corp., 
4411 W. National 
Milwaukee 14, Wis 

Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill 

National Engineering Co., 519 W 
Washington St., Chicago 6, Ill 

Pekay Machine & Engineering Cx 
100 N. LaSalle St., 

Chicago 6, Ill 

Penn Iron Works, Reading, Pa 

Wellman Engineering Co., 

7000 Central Ave., Cleveland, O 

BUILDING and ENGINEERING 
SERVICE 

American Bridge Co., 

Pittsburgh 19, Pa 


nN FT 


Ave., 


BURNERS (Acetylene, Oj, Gas, 
Powdered Coal, Stoker) 
Eclipse Fuel Engrg. Co., 711 So 


Main St., Rockford, Ill 
Fisher Furnace Co., 

2453 West Hubbard St., 

Chicago 12, Ill 
Hauck Mfg. Co., 

Brooklyn 15, N. 
Johnston Mfg. Co., 

Minneapolis 13, Minn 
Linde Air Products Co., 

30 E. 42nd St., 

New York 17, N. Y¥ 
North American Mfg. Co 

4455 E. Jist St., Cleveland 4, O 


BUSHINGS (Flask-Pin) 


Hines Fiask Co., 1324 Hird 
Cleveiand 7, O 


106 Tenth St., 


Ave., 


Shanaielt Mfg. Co., 3623 Winfield 
Way. N. E., Canton 5, Ohio 
Smillie & Co., C. M., 1100 Wood- 


w..ed Hgts. Bilvd., Ferndale, Mich. 
Ster‘ing Wheelbarrow Co., 7100 W 

Walker St., Milwaukee 14, Wis 
Universal Engineering Co., 

Frankenmuth, Mich 
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CALCIUM BORIDE 


Molybdenum Corporation of Amer- 
ica, Pittsburgh 19, Pa. 


CALCIUM MOLYBDATE 

Climax Molybdenum Co., 
Ave., New York 18, A 

Molybdenum Corporation of Amer- 
ica, Pittsburgh 19, Pa. 


500 Fifth 
Y 


CARS (Core Oven) 


Foundry Equipment Co., 1831 Co- 


lumbus Rd., Columbus 13, Ohio 
CARS (Mold Drying) 
Foundry Equipment Co., 1831 Co- 
lumbus Rd., Columbus 13, Ohio 


CASTINGS 

Acme Aluminum Alloys Inc., 
232 North Findlay St., 
Dayton 3, Ohio. 

City Pattern Foundry & Machine 
Co., 1165 Harper Ave., 
Detroit 11, Mich. 

Wadsworth Equipment Co., 
Akron, Ohio 

Wheland Co., Chattanooga, Tenn. 

CASTING MACHINES 
(Centrifugal) 

Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

Centrifugal Casting 
Tulsa, Okla. 

Herman Pneumatic Machine Co., 
Union Bank Blidg., 

Pittsburgh 22, Pa. 


Mach. Co., 


CASTING MACHINES (Permanent 


Mold) 
Master Pattern Co., 


1315 Main Ave., Cleveland, Ohio. 


CASTING PLASTER 
United States Gypsum Co., 300 W. 
Adams St., Chicago, Il. 


CASTINGS (Permanent Mold) 


Alumicast Corp., 

1515 No. Kilpatrick, 
Chicago 51, Ill. 
Master Pattern Co., 
1315 Main Ave., Cleveland, Ohio. 


CEMENT (Metallic) 
Federal Foundry Supply Co., 
4600 E. Tist St., Cleveland 5, O. 
Frederic B. Stevens, Inc., 
Detroit 16, Mich 
Smooth-On Manufacturing Co., 
570 Communipaw Ave., 
Jersey City 4, N. J. 


CEMENT (Refractory) 
Bay State Abrasive Products 
Westboro, Mass. 
Carborundum Co., 
Perth Amboy, N. J. 
Fisher Furnace Co., 
2453 West Hubbard St., 
Chicago 12, Ill. 
Harbison-Walker Refractories Co., 
1745 Farmers Bank Bidg., 
Pittsburgh 22, Pa. 
Ironton Fire Brick Co., Ironton, O. 
Norton Co., Worcester 6, Mass. 
Robinson Clay Products Co., 
1100 Second National Bldg., 
Akron, Ohio. 


Co., 


CEREAL BINDERS 


Chas. A. Krause Milling Co., S 
43rd & Burnham Sts., Milwaukee, 
Wis. 

CHAIN (Hoist, Conveyor, Drive, 


Sling, ete.) 

Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y 

Jeffrey Mfg. Co., 907-99 N 
St., Columbus, O 


Fourth 


Joy Mfg. Co., Joy Division, 
Pittsburgh, Pa 

Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill. 


Taylor Chain Co., 8S. G., 
Hammond, Ind 


CHAIN 


Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawand, N. Y. 


(Steel Locding) 


CHAIN (Welded and Weldless) 


Chisholin-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y. 

S.G Taylor Chain Co., 

H:.mmond, Ind. 


CHAPLETS 
Angell Nail & Chaplet Co., 
4580 E. 7ist St., Cleveland, Ohio. 
Cleveland Chaplet & Mfg. Co., 
1197 W. 67th St., Cleveland 2, O. 
Combined Supply & Equipment Co., 
Inc., 215 Chandler St., 
Buffalo 7, N. Y. 
Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, O. 
Freeman Supply Co., 
1152 E. Broadway, Toledo 5, O. 
Milwaukee Chaplet & Mfg. Co., 
1023 S. 40th St., 
Milwaukee 4, Wis. 
Pennsylvania Foundry 
Sand Co., Ashland & E. Lewis 
Sts., Pniladelphia 24, Pa 
Shanafelt Mfg. Co., 3623 Winfield 
Way, N. E., Canton 5, Ohio. 
Smith & Richardson Mfg. Co., 


Supply & 


Geneva, Ill. 
Frederic B. Stevens, Inc., 
Detroit 16, Mich 
CHEMICALS 


American-British Chemical Supplies 
Inc., 180 Madison Ave., 
New York 2, N 3 

Hercules Powder Co., 
Wilmington 99, Del. 

Mathieson Alkali Works, 
60 E. 42nd St., 

New York 17, N. Y. 


Inc., 


CHEMISTS 
Crobaugh Co., Frank L., 
Blackstone Bldg., Cleveland, Ohio. 
A. H. Putnam Co., 1319 2nd Ave., 
Rock Island, Ill. 


CHILLS 


Alloy Metal Abrasive Co., 
311 W. Huron St., 
Ann Arbor, Mich. 

Angell Nail & Chaplet Co., 
4580 E. 7ist St., Cleveland, Ohio. 

Milwaukee Chaplet & Mfg. Co., 
1023 So. 40th St., 
Milwaukee 4, Wis. 

Smith & Richardson Mfg. Co., 
Geneva, Ill. 

Standard Horse Nail Corp., 
New Brighton, Pa. 


CHILL, COATINGS 
Acheson Colloids Corp., 


Port Huron, Mich 
CHILL NAILS 
Angell Nail & Chaplet Co., 


4580 E. Tist St., Cleveland, Ohio. 
Standard Horse Nail Corp., 
New Brighton, Pa. 


CHIPPERS—See PNEUMATIO 
TOOLS 


CHISELS (Chipping) 

Dallett Co., 165 West Clearfield, 
Philadelphia, Pa. 

Independent Pneumatic Tool Co., 
600 West Jackson Blvd., 
Chicago 6, Ill. 


CHROMIUM (Briquets) 


Electro Metallurgical Sales Corp., 30 
E. 42nd St., New York 17, N. Y. 


CLAMPS (Flask) 

Diamond Clamp & Flask Co., 
Richmond, Ind. 

Federal Foundry Supply Co., 
4600 E. Tist St., Cleveland 5, O 

Herman Pneumatic Machine Co., 
Union Bank Blidg., 
Pittsburgh 22, Pa. 

Shanafelt Mfg. Co., 
Way, N. E., Canton 5, Ohio. 

Sterling Wheelbarrow Co., 1700 W. 
Walker St., Milwaukee 14, Wis. 

Truscon Steel Co., Pressed Steel 
Div., 6100 Truscon Ave., 
Cleveland, Ohio. 


CLAMPS (Permanent Mold) 


Master Pattern Co., 
1315 Main Ave., 


CLAY (Bonding) 


American Colloid Co., 363 W. 
Superior St., Chicago 10, II. 
Carpenter Brothers, Inc., 
606 West Wisconsin 3, Mo. 
Baroid Sales Division, 830 Ducom- 
mun St., Los Angeles 12, Calif. 
Eastern Clay Products, Inc., 
Jackson, O. 
Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, O 
Harbison-Walker Refractories Co., 
1745 Farmers Bank Bldg., 
Pittsburgh 22, Pa. 
Illinois Clay Products Co., 
Joliet, Ill. 
Ironton Fire Brick Co., 


3623 Winfield 


Cleveland, Ohio 


Ironton, O. 
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CLAY 

Carpenter Brothers, Inc., 

606 West Wisconsin 3, Mo. 

Eastern Clay Products Inc., 
Jackson, O. 

Harbison-Walker Refractories Co., 
1745 Farmers Bank Bidg., 
Pittsburgh 22, Pa. 

Illinois Clay Products Co., 

Joliet, Ill. 


(Refractory) 


CLAY STORAGE BINS 
Neff & Fry, Camden, O. 


CLEANING EQUIPMENT (Cast- 
ings) 
American Wheelabrator & Equip- 


ment Co., 505 S. Byrkit St., 
Mishawaka, Ind. 
Hydro-Blast Corp., 2550 N. 
ern Ave., Chicago 47, Ill. 
N. Ransohoff Inc., 208 W. 7ist St., 
Cincinnati 16, O. 
Whiting Corporation, 
Ave., Harvey, Ill. 


West- 


15607 Lathrop 


CLUTCHES (Magnetic) 
Stearns Magnetic Mfg. Co., 


622 S. 28th St., Milwaukee 4, Wis 
Dings Magnetic Separator Co., 
4740 W. McGeough, 
Milwaukee 7, Wis. 
COAL (Anthracite) 
Hudson Coal Co., Scranton, Pa 


COAL STORAGE BINS 
Neff & Fry, Camden, O 


COKE (Foundry) 

DeBardeleben Coal Corp., 
2201 First Ave., N., 
Birmingham 3, Ala. 

Hickman-Williams & Co., 
Union Commerce Blidg., 
Cleveland 14, O. 

Pickands, Mather & Co., 
Cleveland 14, O. 

Republic Coal & Coke Co., 8 So 
Michigan Ave., Chicago 3, Ill 

Semet-Solvay Div., Allied Chemical 
& Dye Corp., 40 Rector St 
New York 6, N. Y. 


COKE (Petroleum) 

Republic Coal and Coke Co., 
8 S. Michigan Ave., 
Chicago 3, Ill. 


COLLECTORS (Dust) 


American Wheelabrator & 
ment Co., Mishawaka, Ind 
American Air Filter Co., 

266 Central Ave., Louisville 8, Ky 
Bartlett & Snow, C. O. Co., 620] 

Harvard Ave., Cleveland, O 
Kirk & Blum Mfg. Co., 

Cincinnati 25, O. 
Newcomb-Detroit Co., Inc., 

5741 Russell St., Detroit 11, Mich 
Pangborn Corp., Hagerstown, Md 
Parsons Engineering Corp 

2545 E. 79th St., Cleveland 4, O 
Schneible Co., Claude B., 


Equip 


2827-25th St., Detroit 16, Mich 
Sly Mfg. Co., W. W., 4753 Train 
Ave., Cleveland 2, O. 
Whiting Corporation, 15607 Lathrop 


Ave., Harvey, Ill. 


COMBUSTION EQUIPMENT 


North American Mfg. Co., 
4455 E. Tist St., Cleveland 4, O 


CONCRETE STORAGE BINS 
Neff & Fry Co., Camden, O 


CONTROL SYSTEMS (Dust) 
American Air Filter Co., 

223 Central Ave., Louisville. Ky 
American Wheelabrator & Equip- 
ment Co., 505 S. Byrkit St., 

Mishawaka, Ind. 
Pangborn Corp., Hagerstown, Md 
Sly Mfg. Co., W. W., 4753 Train 
Ave., Cleveland 2, O 
Whiting Corporation, 
Ave., Harvey, Ill. 


15607 Lathrop 


CONVERTER BLOWERS 


Roots-Connersville Blower Corp 
Connersville, Ind. 


(Bessemer) 


15607 


CONVERTERS 


Whiting Corporation, 
rop Ave., Harvey, Ill 


Lath- 
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CONVEYOR DESIGN 
Frank D. Campbell, 
332 So. Michigan Ave., 
Chicago, Ill. 
Giffels & Valet, Inc., 
Marquette Blidg., Detroit, Mich. 
Lester B. Knight & Associates, Inc., 
600 West Jackson Blvd., 
Chicago 3, Ill. 
Reichert Engineering Co WwW. G 
1060 Broad St 
Newark, New Jersey 


CONVEYORS (Apron) 
Logan Co., 580 Cabel, 
Louisville, Ky. 


CONVEYORS (Belt) 
3eardsley & Piper Co., The, 

2424 No. Cicero, Chicago 39, Ill. 
Bartlett & Snow Co., C. O., 62U1 
Harvard Ave., Cleveland 5, O. 
Godfrey Conveyor Co., Elkhart, Ind. 
Imperial Belting Co., 1800 So. Kil- 

bourn Ave., Chicago 23, Ill 
Jeffrey Mfg. Co., 907-99 N. Fourth 
St., Columbus 16, O. 
Joy Mfg. Co., Joy Division, 
Pittsburgh, Pa. 
Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, III. 
Logan Co., 580 Cabel, 
Louisville, Ky. 
Mathews Conveyer Co., 
Ellwood City, Pa. 
National Engineering Co., 549 W. 
Washington St., Chicago 6, IIl. 
Robins Conveyors Inc., 
70 Pine St., New York 5, N. Y. 
Standard Conveyor Co., 
North St. Paul 9, Minn. 


CONVEYORS (Chain) 

Jeffrey Mfg. Co., 907-99 N. Fourth 
St., Columbus 16, O. 

Joy Mfg. Co., Joy Division, 
Pittsburgh, Pa. 

Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, II. 

Logan Co., 580 Cabel, 
Louisville, Ky. 

Mathews Conveyer Co., 
St., Ellwood City, Pa. 

National Engineering Co., 549 W. 
Washington St., Chicago 6, II 

Standard Cenveyor Co., 
North St. Paul 9, Minn. 

CONVEYORS (Gravity) 

Logan Co., 580 Cabel, 
Louisville, Ky. 

Mathews Conveyer Co., 104 Tenth 
St., Ellwood City, Pa. 

Standard Conveyor Co., 
North St. Paul 9, Minn. 


CONVEYORS (Live Roller) 
Logan Co., 580 Cabel, 
Louisville, Ky 
Mathews Conveyer Co., 
Ellwood City, Pa 
National Engineering Co., 549 W 
Washington St., Chicago 6, II 
Standard Conveyor Co., 
North St. Paul 9, Minn. 


CONVEYORS (Magnetic) 
Stearns Magnetic Mfg. Co., 
662 S. 28th St., Milwaukee 4, Wis 


104 Tenth 


CONVEYORS (Monorail) 


American Monorail Co., 
13104 Athens Ave., 
Cleveland 7, O. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
1155 E. 283rd St., Wickliffe, O. 

Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill 

Mathews Convayer Co., 104 Tenth 
S8t., Ellwood City, Pa. 

National Engineering Co., 549 W. 
Washington St., Chicago 6, III. 

Penn Iron Works, Reading, Pa. 


CONVEYORS (Overhead) 

Jeffrey Mfg. Co., 907 N. Fourth St., 
Columbus 16, O. 

Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill. 

Mathews Conveyer Co., 
Ellwood City, Pa 

National Engineering Co., 549 W 
Washington St., Chicago 6, III. 


CONVEYORS (Pneumatic) 
Fuller Company, Catasauqua, Pa 


CONVEYORS (Portable) 

Godfrey Conveyor Co., Elkhart, Ind. 

Joy Mfg. Co., Joy Division, 
Pittsburgh, Pa. 

Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill. 
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CONVEYORS (Portable-Gas_ Llec- 
tric) 

Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill. 

CONVEYORS (Rubber) 

Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, O. 

Standard Conveyor Co., 
North St. Paul 9, Minn. 


CONVEYORS (Vibrating) 


Ajax Flexible Coupling Co., 
Westfield, N. Y. 

Jeffrey Mfg. Co., 907 N. Fourth St., 
Columbus 16, O 

Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill. 

Syntron Company, Homer City, Pa. 

Simplicity Engineering Co., 
Durand, Mich. 


COPPER 
American Smelting & Refining Co., 
120 Broadway, New York 5, N. Y. 


COPPER SHOT 

Alter Company, 1702 Rockingham 
Rd., Davenport, Iowa. 

American Smelting & Refining Co., 
120 Broadway, New York 5, N. Y. 

Silverstein & Pinsof, Inc., 
1720 N. Elston, Chicago 22, II. 


CORE BINDERS 
American Gum Products Co., 500 

Fifth Ave., New York 18, N. Y. 
Certified Core Oil Div., Socony- 

Vacuum Oil Co., Inc., 3308 So. 

Cicero Ave., Chicago 50, IIl. 
Cities Service Oil Co., 3200 S. West- 

ern Ave., Chicago 8, IIl. 

Corn Products Sales Co., 

17 Battery Pl., New York 4, N. Y. 
Dayton Oil Co., Dayton 1, Ohio. 
Delta Oil Products Co., 

Milwaukee 9, Wis. 

Federal Foundry Supply Co., 

4600 E. 7Jist St., Cleveland 5, O 
Hercules Powder Co., 

Wilmington 99, Del. 
International Paper Co., 

220 E. 42nd St., 

New York 17, N. Y. 

Chas. A. Krause Milling Co., 

S. 43rd & Burnham St., 

Milwaukee, Wis. 

Robeson Process Co., 500 Fifth Ave., 

New York 18, N. Y. 

Werner G. Smith Co., 2191 

W. 110th St., Cleveland 2, O. 
Swan-Finch Oil Corp., 

R. C. A. Bldg., West, 

New York 26, N. Y. 

Frederic B. Stevens, Inc., 

Detroit 16, Mich 
United Oil Mfg. Co., 

1429 Walnut St., Erie, Pa. 
Velsicol Corp., 330 E. Grand Ave 

Chicago 11, Ill. 


CORE BLOWING MACHINES 

Champion Foundry & Machine Co., 
1314 W. 21st St., Chicago &, II. 

Wm. Demmler & Bros., Kewanee, III. 

Federal Foundry Supply Co., 
4600 E. 71st St., Cleveland 5, O. 

International Molding Machine Co., 
2608 W. 16th St., Chicago 8, II. 

Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, O. 

Randall Corp., Newberg Station, 
Cleveland 5, Ohio 

Redford Iron & Equipment Co., 
21315 W. McNichols Rd., Detroit, 
Mich. 


CORE BOX MACHINES 


Wellman Products Co., 1444 E. 49th 
St., Cleveland 3, Ohio. 


CORE BOX (Pins & Bushings) 


Wellman Products Co., 
1444 E. 49th St., Cleveland 3, O 


CORE BOXES 

Piamond Clamp & Flask Co., 
Richmond, Ind. 

Industrial Pattern Works, 2621 Bel- 
mont Ave., Chicago 18, Ill. 

Master Pattern Co., 


1315 Main Ave., Cleveland, Ohio 


CORE BOX VISES 
Lehigh Foundries Inc., 


CORE BREAKERS 


Cleco Pneumatic Tool Div., Reed 
Roller Bit Co., Houston, Texas. 


Easton, Pa. 


CORE COLORING 
Eaton Chemical & Dyestuff Co., 
1490 Franklin, Detroit, Mich. 


CORE COMPOUND 
Certitied Core Oil Div., Socony- 
Vacuum Oil Co., Inc., 3308 So. 
Cicero Ave., Chicago 50, Il. 
Cities Service Oil Co., 3200 S. West- 
ern Ave., Chicago 8, III. 
Dayton Oil Co., Dayton 1, Ohio. 
Delta Oil Products Co., 
Milwaukee 9, Wis. 
Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, O. 
International Paper Co., 220 E. 42nd 
St., New York 17, N. Y 
Werner G. Smith Co., 2191 
W. 110th St., Cleveland 2, O. 
Smith Facing & Supply Co., 
1857 Carter Rd., Cleveland 13, O. 
Frederic B. Stevens, Inc., 
Detroit 16, Mich 
Swan-Finch Oil Corp., R.C.A. Bldg 
West, New York 26, N. Y. 
Velsicol Corp., 330 E. Grand Ave., 
Chicago 11, Il. 


CORE DRAWING MACHINES 

Federal Foundry Supply Co., 
1600 E. 71st St., Cleveland 5, O 

Freeman Supply Co., Toledo 5, O 

Newaygo Engineering Co., 
Newaygo, Mich 


CORE GRINDERS (Power 
Operated) 
Jeffrey Mfg. Co Columbus 16, O 
Milwaukee Foundry Equipment Co., 
3238 W. Pierce St., 
Milwaukee 4, Wis 
D. J. Murray Mfg. C 
Wausau, Wis 
Wadsworth Equipment Co., 
Akron, Ohio. 


CORE KNOCKOUT MACHINES 

Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis 

Beardsley & Piper Co., The, 
2424 No. Cicero, 
Chicago 39, Ill. 

Pangborn Corp., Hagerstown, Md 

Simplicity Engineering Co., 
Durand, Mich. 


CORE MAKING MACHINES 


Champion Foundry & Machine Co., 
314 W. 21st St., Chicago 8, II. 
Davenport Machine & Foundry Co., 
Davenport, lowa. 
Wm. Demmler & Bros., 
Kewanee, Ill. 
Herman Pneumatic Machine Co., 
Union Bank Blidg., 
Pittsburgh 22, Pa. 
International Molding Machine Co., 
2608 W. 16th St., Chicago 8, Il. 
Milwaukee Foundry Equipment Co., 
3228 W. Pierce St., 
Milwaukee 4, Wis 
Redford Iron & Equipment Co., 
21315 W. MeNichols Rd., 
Detroit, Mich 
Wadsworth Equipment Co., 
Akron, Ohio. 


CORE OIL 
Buckeye Products Co., 
St., Cincinnati 16, O 
Certified Core Oil Div., Socony- 
Vacuum Oil Co., Ine., 3308 So. 
Cicero Ave., Chicago 50, III. 
Cities Service Oil Co., 3200 S. West- 
ern Ave., Chicago 8, Ill 
Dayton Oil Co., Dayton 1, Ohio. 
Delta Oil Products Co., 
Milwaukee 9, Wis 
Pennsylvania Foundry Supply & 
Sand Co., Ashland & E. Lewis 
Sts., Philadelphia 24, Pa 
Smith Oil & Refining Co., 1102 Kil- 
burn Ave., Rockford, Ill. 
Werner G. Smith Co., 
2191 W. 110th St., Cleveland 2, O. 
Frederic B. Stevens, Inc., 
Detroit 26, Mich. 
Swan-Finch Oil Corp., 
R. C. A. Bidg., West, 
New York 26, N. Y. 
United Oil Mfg. Co., 
1429 Walnut St., Erie, Pa 
Velsicol Corp., 330 E. Grand Ave 
Chicago 11, Ill. 


022 Vine 


CORE OVENS 

Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, O 

Despatch Oven Co., 
Minneapolis 14, Minn 

Detroit Sheet Metal Works, 
1300 Oakman Blvd., 
Detroit, Mich. 

Foundry Equipment Co., 
Cleveland 13, O. 

Haynes Foundry Equipment Co., 
1734 Lake St., 
Kalamazoo 21, Mich. 

Kirk & Blum Mfg. Co., 
Cincinnati 25, O. 
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CORE OVENS (Cont’d.) 


Lanly Company, 750 Prospect Ave., 
Cleveland 15, O. 

Morrison Engineering Corp., 5005 
Euclid Ave., Cleveland, Ohio. 

Newcomb-Detroit Co., Inc., 
5741 Russell St., Detroit 11, Mich. 

Porbeck Mfg. Co., 2600 N. 9th St., 
St. Louis, Mo. 

Young Brothers Co., 6508 Mack 
Ave., Detroit 7, Mich. 


CORE PASTE 

Corn Products Sales Co., 17 Battery 
Pl., New York 4, N. Y. 

Dayton Oil Co., Dayton 1, Ohio. 

Delta Oil Products Co., 
Milwaukee 9, Wis. 

Eastern Clay Products Co., 
Jackson, O. 

Federal Foundry Supply Co., 
4600 E. 71st St., Cleveland & O. 


CORE PLATES (Magnesium) 


Christiansen Corp., 1 North LaSalle 
St., Chicago 2, II. 


CORE PLATES (Steel, Asbestos) 

Diamond Clamp & Flask Co., 
Richmond, Ind. 

Johns-Manville, 22 E. 40th St., 
New York 16, N. Y. 

Shanafelt Mfg. Co., 3623 Winfield 
Way, N. E., Canton 5, Ohio. 

Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis. 

Truscon Steel Co., Pressed Steel 
Div., 6100 Truscon Ave., 
Cleveland, Ohio. 

Wadsworth Equipment Co., 
Akron, Ohio. 


CORE RODS 
Bethlehem Steel Co., Bethlehem, Pa. 


CORE ROD STRAIGHTENING and 
CUTTING MACHINERY 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 


CORE SAND 
Industrial Silica Corp., 
Stambaugh Bldg., Youngstown, O 
Standard Silica Corp., 209 So. 
LaSalle St., Chicago 4, Il. 
Wedron Silica Co., 38 So. Dearborn 
St., Chicago, Il. 


CORE SAND MIXERS 

American Wheelabrator & Equip- 
ment Co., 505 8S. Byrkit St., 
Mishawaka, Ind. 

Baker Perkins Inc., Saginaw, Mich. 

Beardsley & Piper Co., The, 2424 
No. Cicero, Chicago 39, II. 

Blystone Division, Standard Sand & 
Machine Co., 549 W. Washington 
St., Chicago 6, Ill. 

Clearfield Machine Co., 
Clearfield, Pa. 

Construction Machinery Corp., 
Waterloo, Iowa. 

Freeman Supply Co., 1152 E. Broad- 
way, Toledo 5, O. 

National Engineering Co., 549 W. 
Washington St., Chicago 6, II. 

Royer Foundry & Machine Co., 
Kingston, Pa. 


CORE STRIPPERS 
Stratton Mfg. Co., Erie, Pa. 


CORE SPRAYERS 
Freeman Supply Co., 1152 Broad- 


5 


way, Toledo 5, O. 


CORE TRAYS 

Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, Il 

Wadsworth Equipment Co., 
Akron, Ohio. 


CORE TRUCKS 
Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, II. 
Clark Tructractor Div. of Clark 
Equipment Co., Battle Creek, 
Mich. 
Kirk & Blum Mfg. Co., 
Cincinnati 25, O. 
Sterling Wheelbarrow Co., 
7100 W. Walker 8t., 
Milwaukee 14, Wis. 


CORE VENTS 

Demmiler, Wm., & Bros., 
Kewanee, Il. 

P.M.S. Co., 1701 Power Ave., 
Cleveland 14, Ohio. 
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CORE VENTS (Cont'd. 

Smillie, C. M & Co., 1100 Wood 
ward Hghts Blvd., 
Ferndale, Mich 

United Compound Co., Inc 
328 South Park Ave., 
Buffalo 4, N .Y. 

CORE WASH 

Asbury Graphite Mills, 
Asbury, N. J 

Bloomsbury Graphite Co., 
Bloomsbury, N. J. 

Carborundum Co., 
Perth Amboy, N. J 

Cities Service Oil Co., 3200 8S. West 
ern Ave., Chicago 8, Ll 

Corn Products Sales Co., 17 Battery 
Pl., New York City 4 

Delta Oil Products Co., 
Mil kee 9, Wis 

Federal undry Supply Co., 

1600 E. Tist St Cleveland 5, O 
National Carbon Co Inc., Carbon 
Products Div 30 E. 42nd St., 

New Y 17, N. ¥ 
Smith I g & Supply Co 1857 
Carter Rd Cleveland 13. 0 
Smith Oil & efinir Co 11 Kil 
burn Av och > 2 
Stevens. Frederic B Inc., 
Detroit 26, Mich 
Superior Flake Graphite Co., 
33 S. Clark St., Chicago 3, Il 
United Oil Mfg. Co., 
1429 Walnut St Erie, Pa 
United State Graphite Co 
Saginaw, Mich 
CORE WIRE CUTTERS 
Federal Foundry Supply Co 
4600 E 7ist., Cleveland 5, O 
CORE WIRE STRAIGHTENERS 
American Wheelabrator & Equip 
ment C Mishawaka, Ind 
Federal Foundry Supply Co 
4600 E. Tist., Cleveland 5, O 
COREMAKERS 
Wadsworth Equipment Co 
Akron, Ohio 
COUPLINGS (Flexible) 
Ajax Flexible Coupling Co., 
Westfield, N. Y 
CRANE LUBRICATING SYSTEMS 
Blaw-Knox Co., Farmers Bank 
Bidg., Pittsburgh, Pa 
ORANES (Bucket) 
Whiting Corp., 15607 Lathrop Ave., 


Harvey, Ill 


CRANES (Electric Tramralil) 

Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y. 


CRANES (Electric Traveling) 


American MonoRail Co., 13104 


Athens Ave., Cleveland 7, O 
Cleveland Tramrail Div., of Cleve- 
land Crane & Engineering Co., 


1155 
Conco 
Mendota, 
Erie Steel 
Erie, Pa 
Harnischfeger Corp., 


East 283rd St., Wi 
Engineering Works, 
Illinois 

Construction Co., 


kliffe, O 


4411 W. National Ave., 
Milwaukee 14, Wis 
Northern Engineering Works 


2615 Atwater, Detroit 7, Mich 
Reading Chain & Block Corp., 

2108 Adams St., Reading, Pa 
Shepard-Niles Crane & Hoist Corp., 

360 Schuyler Ave., 

Montour Falls, N. Y. 
Silent Hoist & Crane Co., 885 

St., Brooklyn 20, N. Y 
Whiting Corp., 15607 Lathrop 

Ave., Harvey, ll. 


63rd 


CRANES (Gantry) 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
Wickliffe, Ohio. 

Modern Equipment Co., 

Port Washington, Wis 

Northern Engineering Works, 

2615 Atwater, Detroit 7, Mich 

Wellman Engineering Co., 7000 


Central Ave., Cleveland 4, O 
Whiting Corp., 15607 Lathrop 
Ave., Harvey, Ill 
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CRANES 


American 
Athens 


(Hand Traveling) 


Monorail Co., 13104 
Ave., Cleveland 7, O. 


Chishoim-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y. 

Cleveland Tramrail Div. of Cleve- 


land Crane & Engineering Co., 

1155 East 283rd St., Wickliffe, O. 
Modern Equipment Co., 

Port Washington, Wis. 


Northern Engineering Works, 
2615 Atwater, Detroit 7, Mich 
Reading Chain & Block Corp., 
2108 Adams St., Reading, Pa. 
Shepard-Niles Crane & Hoist Corp., 
Montour Falls, N 4 
Whiting Corp., 15607 
Ave., Harvey, Ill. 


Lathrop 


CRANES 


American 


(Jib) 

Monorail Co., 13104 

Ave., Cleveland 7, O 

Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
Wickliffe, Ohio 

Modern Equipment Co., 

Port Washington, Wis 

Whiting Corp., 15607 Lathrop 

Ave., Harvey, Ill. 


\thens 


CRANES 
American 


(Monorall) 


Monorail Co., 13104 


Athens Ave., Cleveland 7, O 
Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 


Tonawanda, N. Y. 


Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
1155 East 283rd St., Wickliffe, O 

Conco Engineering Works, 


Mendota, Illinois 
Modern Equipment Co., 
Port Washington, Wis 
Northern Engineering Works, 
2615 Atwater, Detroit 7, Mich 
Shepard-Niles Crane & Hoist Corp., 
360 Schuyler Ave., 


Montour Falls, N. Y. 














CRANES 


3-Keenan Co., 


(Self-Propelled) 
Mansfield, 


Hughe 


Ohio 


CRUCIBLES 

Electro Refractories & Alloys Corp., 
Vars Bidg., Buffalo 2, N. Y 

Dixon, Joseph, Crucible Co., 
Jersey City, N. J. 

Lava Crucible Co., 
Pittsburgh, Pa. 

National Crucible Co., 
Mermaid Lane and Queen 
Philadelphia 18, Pa. 

Ross-Tacony Crucible Co., 
Tacony, Philadelphia, Pa 

Vesuvius Crucible Co., 
Swissvale, Pa. 


Sts., 


CRUCIBLE FURNACES 
Ajax Electrothermic Corp., 
Trenton, N. J 
Campbell-Hausfeld Co., 
Harrison, O 
Fisher Furnace 
Hubbard St., 


Co., 2453 West 
1 


Chicago 12, Ill 


CRUCIBLE LIFTERS 
Modern 
Port 


Equipment Co., 
Washington, Wis 


POURING 
Equipment Co., 
Wis 


CRUCIBLE DEVICES 


Modern 
Port Washington, 


CRUSHERS (Core) 
Engineering 
Mich. 


Simplicity Co., 


Durand, 


CUPOLAS 

Modern Equipment Co., 
Port Washington, Wis 

Tabor Mfg. Co., 6225 
Philadelphia 35, Pa. 

Whiting Corp., 15607 Lathrop Ave., 
Harvey, Ill. 


Tacony S8t., 


CUPOLA BLOWERS 


Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

Eclipse Fuel Engineering Co., 
711 So. Main St., Rockford, 

Roots-Connersville Blower Corp., 
Connersville, Ind. 

Spencer Turbine Co., 
Hartford, Conn 

Whiting Corp., 15607 
Ave., Harvey, Ill 


Il. 


Lathrop 


CUPOLA CHARGING MACHINES 
Monorail Co., 13104 
Athens Ave., Cleveland 7, O. 
Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
Wickliffe, Ohio 
Harnischfeger Corp., 
Milwaukee 14, Wis. 
Modern Equipment Co., 
Port Washington, Wis. 
Shepard-Niles Crane & Hoist Corp., 
Montour Falls, N. Y. 
Whiting Corp., 15607 Lathrop Ave., 
Harvey, Ill. 


American 


CUPOLA CONTROL EQUIPMENT 
Carman, Edwin S., Lee Rd., at 
Mayfield, Cleveland 18, O 


Foxboro Company, Foxboro, Mass 


CUPOLA DUST ARRESTORS 
Schneible C« Claude B., 
2827—25th St., Detroit 16, Mich 
Whiting Corp., 15607 Lathrop Ave., 
Harvey, Ill 
CUPOLA LININGS 
Carborundum Co., 
Perth Amboy, N. J. 
Cleveland Quarries Co., 1740 E 
12th St., Cleveland 14, O 
Ironton Fire Brick Co., Ironton, O 
Robinson Clay FProducts Co., 
1100 Second National Blidg., 
Akron, Ohi 
United States Graphite Co., 


Saginaw, Mich. 


CUPOLA SPARK ARRESTORS 


Claude B. Schneible Co., 2827 25th 
St., Detroit 16, Mict 
15607 Lathrop Ave., 


Whiting Corp., 


CUTOFF MACHINES 
Fox Grinders 


Pittsburgh, P: 
Tabor Mfg. Co., 


(Abrasive) 
Inc., Oliver Bldg 


6225 Tacony St., 





Philadelphia 35, Pa 
Vadsworth Equipment Co., 
Akron, Ohio 


DARK ROOM 
(X-Ray) 
Eastman Kodak Co., 
Rochester, N. Y. 


ACCESSORIES 


DARK ROOM PROCESSING 


(Chemical Tanks, etc.) 
Eastman Kodak Co., 
Rochester, N. Y 
DEGASIFIERS 
Foundry Services, Inc., 
280 Madison Ave., 
New York 16, N. Y. 


Pittsburgh Metals Purifying Co., 
1352 Marvista St., 
Pittsburgh 12, Pa. 

National Engineering Co., 549 W 


Washington St., 

Niagara Falls Smelting & Refining 
Corp., 2204 Elmwood Ave., 
3uffalo 17, N. Y 


Chicago 6, Ill 


DEOXIDIZERS 


Alter Company, 1702 Rockingham 
Rd., Davenport, Iowa 

Ajax Metal Co., 46 Richmond St., 
Philadelphia 23, Pa. 

American Smelting & Refining Co., 
i20 Broadway, New York 5 

Cleveland Flux Co., 1026 Main St., 
Cleveland 13, O 

Pittsburgh Metals Purifying Co., 
1352 Marvista St., 
Pittsburgh 12, Pa. 


National 
Washington 


Engineering Co., 549 W. 

St., Chicago 6, Ill 

Niagara Falls Smelting & Refining 
Corp., 2204 Elmwood Ave., 
3uffalo 17, N. Y. 


DEOXIDIZERS 
Carborundum Co., 
Perth Amboy, N. J. 


(Ferrous) 


DESULPHURIZERS 
Cleveland Flux Co., 
Cleveland 13, O 
Hercules Powder Co., 
Wilmingtor Del 
Mathieson Alkali Works, Inc., 60 
E. 42nd St., New York 17, N. Y. 
Modern Equipment Co., 
Port Washington, Wis. 
Pittsburgh Metals Purifying Co., 
1352 Marvista St., 
Pittsburgh 12, Pa. 
Whiting Corp., 15607 Lathrop Ave., 
Harvey, Ill 


1026 Main St., 
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DIE CASTING MACHINES 

Cleveland Automatic Mac! 
4932 Beech St., Cine ati 12, O 

Lester-Phoenix Inc., 2711 Churcn 
St., Cleveland 13, Ohio 

Light il Machinery I: 
736 Penton Building 

i 13, Ol 

or Tool Co 

Ave., 

Ono 





\iet 


Clevelans 

Miller-Tay! 
5005 Euclid 
Clevelad 3, 


DIES 

Acme Aluminum Alloys I: 
232 North Findlay St., 
Dayton 3, Ohio. 

Alumicast Corp., 

1515 No. Kilpatrick, 
Chicago 51, Ill. 

City Pattern Foundry & 
Co., 1161 Harper Ave., 
Detroit 11, Mich 

Lester-Phoenix Inc., 
St., Cleveland 13 

Master Pattern Co., 


Machine 


2711 Church 


Onio 


1315 Main Ave., Cleveland, Ohio 
DOWEL PINS 
Standard Horse Nail Corp 

New Brighton, Pa 
Wellman Products Ca 

1444 E. 49th St., Cleveland 3, O 
DRILLS (Electric) 
Standard Electrical Tool C 

2488 Riverside Ave., 

Cincinnati 4, Ohio 


DRILLS 
Gardner 
Schramm 
DRIVES 
Ajax Flexible Coupling C 
Westfield, N. Y. 
DRUMS (Magnetic) 
Dings Magnetic Separator Co 
4720 W. McGeough, 
Milwaukee 7, Wis 
Stearns Magnetic Mfg. Cc 662 8S 
28th St., Milwaukee 4, Wis 


(Pneumatic) 
Denver Co., Q 


Inc., West Chester ra 


(Reciprocating) 


DUMP HOPPERS 

Roura Iron Works, 1405 W dland 
Ave., Detroit 11, Micl 

DUMP TRUCKS 

Zell Aircraft Corp 

Niagara Falls, N. Y 

Phillips Mine & Mill Sup} Co 


Jane St., Pittsburgh 3, Pa 


DUST ARRESTING EQUIPMENT 
American Air Filter Co Ir 
266 Central Ave., Louisville 8, Ky 
American Wheelabrator & Equip- 
ment Co Mishawaka 
Bartlett & Snow, C O., C 
6201 Harvard Ave., 
Cleveland 5, O 
Kirk & Blum Mfg. Co., 
Cincinnati 25, O. 
Newcomb- Detroit 
5741 Russell St., Detroi i 
Pangborn Corp., Hagerstown, Md 
Parsons Engineering C 
2545 E. 79th St., Cleve 14,0 
Ruemelin Mfg. C Sf 
st Milwaukee 12 
Schneible Co., Claude 
2827-25th St., Detrol 
Sly Mfg. Co., W. W 
Ave., Cleveland 2, O 
Tabor Mfg. Co., 6225 Tacony 8t 
Philadelphia 35, Pa 
Whiting Corp., 15607 L: 
Harvey, Ill. 


Co., Inc 





16, Mich 


4753 Train 





DUST COLLECTORS 
Claude B. Schneible Co., 2827 25th 
St., Detroit 16, Mich 


Schmieg Industries, 6560 Cass Ave 
Detroit 2, Mich. 
DUST COLLECTORS (Shake-out) 


Newcomb-Detroit Co., Inc 
5741 Russell St., Detroit 11, Mich 


DUST RECOVERY SYSTEMS 
American Wheelabrator & Equip 
ment Co., Mishawaka nd 
Kirk & Blum Mfg. Co., 
Cincinnati 25, O 
Parsons Engineering C 
2545 E. 79th St., Cleve i4,0 
Whiting Corporation, 1 
Ave., Harvey, Il 


DYES & CHEMICALS 
Eaton Chemical & Dye 


1490 Franklin, Detr 


ELECTRIC FURNACES (See Fur- 


naces, Electric) 


February, 1948 
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ELECTRODES (Graphite and 
Amorphous) 

International Graphite & Electrode 
Corp., St. Marys, Pa. 

National Carbon Co., Inc., Electrode 
Sales Div., 30 E. 42nd St., 
New York 17, N. Y. 


ELEVATORS 
Standard Conveyor Co., 
North St. Paul 9, Minn 


ELEVATORS (Bucket) 

Bartlett & Snow Co., C. O., 6201 
Harvard Ave., Cleveland 5, O 
Jeffrey Mfg. Co., Columbus 16, O 
Link Belt Co., 300 W. Pershing 

Rd., Chicago 9, IIL 
National Engineering Co., 
549 W. Washingtan St., 
Chicago 6, UL 
Newaygo Engineering Co., 
Newaygo, Mich. 


ELEVATORS (Material Handling) 


Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, Ill. 


ELEVATORS (Pneumatie, Material 
Handling) 
Fuller Company, Catasaqua, Pa 


ENGINEERING SERVICE 
(Foundry) 

Carman, Edwin S., Lee Rd at 
Mayfield, Cleveland 18, O 

Engineering Service Inc., 610 West 
Michigan St., Milwaukee 3, Wis 

Giffela & Vallet, Ine., 
Marquette Bidg., Detroit, Mich. 

Chas. C. Kawin Co., 431 8S. Dear- 
born St., Chicago 5, Ill. 

Lester B. Knight & Associates, Inc 
600 West Jackson Blvd., 
Chicago 3, Ill. 

A. H. Putnam Co., 1319 2nd Ave., 
Rock Island, Ill. 

Reichert, W. G., Engineering Co., 
1060 Broad St., Newark, N. J. 
Westover Engineers, 424 E. Wells 

St., Milwaukee 2, Wis 
Wickland Co., A. A., 205 W. Wack- 
er Dr., Chicago 6, Il. 


ENGINEERING SERVICE (Per- 
manent Mold) 


Alumicast Corp., 
1515 No. Kilpatrick, 
Chicago 51, ll. 
Industrial Pattern Works, 2621 Bel- 
mont Ave., Chicago 18, Ill 
Master Patterm Co., 
1315 Main Ave., Cleveland, Ohio 


EXHAUST SYSTEMS 


American Air Filter Co., Inc., 

Louisville 8, Ky. 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind 
Newcomb-Detroit Co., Inc., 

5741 Russell St., Detroit 11, Mich 
Pangborn Corporation, 

Hagerstown, Md. 

Parsons Engineering Corp., 

2545 E. 79th St., Cleveland 4, O 
Propellair Inc., Springfield, O 
Schmeig Industries, 6560 Cass Ave., 

Detroit 2, Mich. 

Schneible Co., Claude B., 
2827—25th St., Detroit 16, Mich 
Sly Mfg. Co., W. W., 4753 Train 

Ave., Cleveland 2, O. 

Whiting Corporation, 15607 Lathrop 

Ave., Harvey, IIl. 


FABRICATORS (Metal) 


Roura Iron Works, 1405 Woodland 
Ave., Detroit 11, Mich 


FACINGS 

Delta Oil Products Co., 
Milwaukee 9, Wis. 

Federal Foundry Supply Co.. 

4600 E. 7ist 8t., Cleveland 5, O 
National Carbon Co., Inc., Carbon 
Products Div., 30 E. 42nd S8t., 

New York 17, N. 

Pennsylvania Foundry Supply & 
Sand Co Ashland & E Lew 
Sts Philadelphia 24, Pa 

Stevens Inc., Frederic B., 

Detroit 16, Mict 

Superior Flake Graphite Co., 

33 S. Clark St., Chicago 3, Il 

United States Graphite Co., 
Saginaw, Mich. 


FANS 


General Blower Co., 
Morton Grove, Ill 


THE FOUNDRY 
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FANS (Ventilating, Exhaust, Cool- 
ing, etc.) 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind 

Joy Mfg. Co., La Del Division, 
New Philadelphia, Ohio. 

Pangborn Corp., Hagerstown, Md 

Propellair Inc., Springfield, O. 


FEEDERS (Kotary) 

Fuller Company, Catasauqua, Pa 

Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, Lil. 

Newaygo Engineering Co., 
Newaygo, Mich. 

FEEDERS (Sand) 

Bartlett & Snow Co., C. O., 6201 
Harvard Ave., Cleveland 5, O 
Jeffrey Mfg. Co., 907 N. Fourth 

St., Columbus 16, 0 
Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, Ill. 


FERROBORON 
Molybdenum Corp. of America, 
Pittsburgh 19, Pa. 


FERROCHROME 
Electro Metallurgical Sales Corp 
30 E. 42nd St., 
New York 17, N. Y. 
Hickman-Williams & Co., 
Cleveland, O. 
Ohio Ferro-Alloys Corp., 
Canton 2, O. 
Vanadium Corp. of America, 420 
Lexington Ave., New York, N. Y 


FERROMANGANESE 
Bethlehem Steel Co., 
Bethlehem, Pa. 
Electro Metallurgical Sales Corp., 
30 E. 42nd St., New York 17, N.Y 
Ohio Ferro-Alloys Corp., 
Canton 2, O. 


FERROMOLYBDENUM 

Climax Molybdenum Co., 500 Fifth 
Ave., New York 18, N. Y. 

Molybdenum Corporation of Amer- 
ica, Pittsburgh 19, Pa. 


FERROSILICON 

Electro Metallurgical Sales Corp., 
30 E. 42nd 8t., 
New York 17, N. Y. 

Globe Iron Co., Jackson, Ohio 

Jackson Iron & Steel Co., 
Jackson, O. 

Keokuk Electro Metals Co., 429 So 
4th St., Keokuk, Iowa. 

Miller & Company, 332 S. Michigan 
Ave., Chicago 4, Ill 

Ohio Ferro-Alloys Corp., 
Canton 2, O. 

Vanadium Corp. of America, 420 
Lexington Ave., New York, N. Y 


FERROTITANIUM 


Vanadium Corp. of America, 420 
Lexington Ave., New York, N. Y 


FERROTUNGSTEN 

Electro Metallurgical Sales Corp., 
30 E. 42nd St., 
New Ycrk 17, N. Y. 

Molybdenum Corp. of America, 
Pittsburgh 19, Pa. 


FERROVANADIUM 

Electro Metallurgical Sales Corp., 
30 E. 42nd St., 
New York 17, N. Y. 

Vanadium Corp. of America, 420 
Lexington Ave., New York, N. Y 


FILLET (Wax, leather, wood) 
Shanafelt Mfg. Co., 3623 Winfield 
Way, N. E., Canton 5, Ohio 


FILM (X-Ray) 


Eastman Kodak Co., 
Rochester, N. Y. 


FILTERS (Air) 


American Air Filter Co., 266 Cen- 
tral Ave., Louisville 8, Ky 


FINISHING EQUIPMENT 


Newcomb-Detroit Co., Inc., 
5741 Russell St., Detroit 11, Mich 


FIRE BRICK 
Carborundum Co., 
Perth Amboy, N. J. 
Davis Fire Brick Co., Oak Hill, Ohio 
Harbison-Walker Refractories Co., 
1745 Farmers Bank Blidg., 
Pittsburgh 22, Pa 
Illinois Clay Products Co., Joliet, Ill 
Ironton Fire Brick Co., Ironton, O 
Norton Co., Worcester 6, Mass. 


FIRE BRICK (Cont'd.) 

Pennsylvania Foundry Sup} 
Sand C¢ 
Sts Philadelphia 24, Pa 

Robinson Clay Products Co., 
1100 Second National Bidg., 
Akron, Ohio. 

Stevens Inc., Frederic B 


Detroit 16, Micl 


Ashland & I Lew 


FIRE CLAY 

Eastern Clay Products, In 
Jackson, O 

Harbison-Walker Refractories Co 
1745 Farmers Bank Bidg 
Pittsburgh 22, Pa 

Illinois Clay Products Co., 
Joliet, lll 

Ironton Fire Brick Co., Ironton, O 

Robinson Clay Products Co., 
1100 Second National Bldg 
Akron, Ohio 


FIRE SAND 

Carborundum Co., 
Niagara Falls, N. Y 

Cleveland Quarries Co., 1740 E 
12th St., Cleveland 14, O 

FIRESTONE 

Cleveland Quarries Co., 1740 E 
12th St., Cleveland 14, O 

FLASK BANDS 

Chicago Mfg. & Distributing Co 
1928 W. 16th St Chicago 9, Ill 

Hines Flask Co., 1324 Hird Ave 
Cleveland 7, Ohio 

FLASK BUSHINGS 

Hines Flask Co., 1324 Hird Ave 
Cleveland 7, Ohio 
nate Mie GC 
Wav. N Gintt 

Universal Engineering Co 
Frankenmuth, Mich 

Wadsworth Equipment Co., 
Akron, Ohio. 

FLASK PINS 

Diamond Clamp & Flask Co 
Richmond, Ind. 


Hines Flask Co., 1324 Hird Ave., 


Cleveland 7, Ohio 
Shanafelt Mfg ( 623 Winfiek 
Way, N. E Cantor . 2s 
Universal Engineering Co., 
Frankenmuth, Mich 
Wadsworth Equipment Co., 
Akron, Ohio 


FLASKS (Aluminum) 
Adams Co., Dubuque, Iowa 
Fremont Flask Co., Fremont, O 


Hines Flask Co., 1324 Hird Ave., 


Cleveland 7, O. 
Wadsworth Equipment C 
Akron, Ohio 


de» 


FLASKS (Dowmetal) 

Fremont Flask Co., Fremont, O 

Hines Flask Co., 1324 Hird Ave., 
Cleveland 7, O. 


FLASK FILLERS 
Bartlett & Snow, C. O., Co., 
6201 Harvard Ave 
Cleveland 5, O 
Beardsley & Piper Co., 
2424 No, Cicero, 
Chicago 39, II. 
Jeffrey Mfg. Co., Columbus 16, O 


FLASKS (Slip) 
Adams Co., Dubuque, lowa 
Diamond Clamp & Flask Co., 
Richmond, Ind. 
Fremont Flask Co., Fremont, O 
Freeman Supply Co., Toledo 5, O 
Hines Flask Co., 1324 Hird Ave 
Cleveland 7, O. 
Industrial Fabricating, Inc., 
817 Hall St., Eaton Rapids, Mich 
Wadsworth Equipment Co., 
Akron, Ohio 


FLASKS (Snap) 

Adams Co., Dubuque, lowa 

Arcade Manufacturing Div 
Rockwell Mfg. Co., 
Freeport, II. 

Diamond Clamp & Flask Co., 
Richmond, Ind. 

Fremont Flask Co., Fremont, O 


Hines Flask Co., 1324 Hird Ave., 


Cleveland 7, O. 

Stevens, Inc., Frederic B., 
Detroit 16, Mict 

United Pattern Works, 
2309 Russell St., Detroit 7, Mich 


FLASKS (Steel) 
Industrial Fabricating, Inc., 
817 Hall St., Eaton Rapids, Mich 
Shanafelt Mfg. Co., 3623 Winfield 
Way, N. E., Canton 5, Ohio. 
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PLASKS (Steel) (Cont'd, 

Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis. 

Truscon Steel Co., Pressed Steel 
Div., 6100 Truscon Ave., 
Cleveland, Ohio. 

FLASK FITTINGS 

Adams Co., Dubuque, Iowa 

Buckeye Products Co., 7022 Vine 
St., Cincinnati 16, Ohio. 

Diamond Clamp & Flask Co., 
Richmond, Ind. 

Federal Foundry Supply Co., 

1600 E. 7lst St., Cleveland 5, O. 

Hines Flask Co., 1324 Hird Ave., 
Cleveland 7, O. 

Truscon Steel Co., Pressed Steel 
Div., 6100 Truscon Ave., 
Cleveland, Ohio. 

Wadsworth Equipment Co., 

Akron, Ohio. 


FLASK LIFT MACHINES 

Beardsley & Piper Co., 
2424 No. Cicero, 
Chicago 39, Ill. 


FLASK LUMBER 


Dougherty Lumber Co., 4300 E 
66th St., Cleveland 5, O 


FLASKS (Wood) 

Adams Co., Dubuque, Iowa. 

Chicago Mfg. & Distributing Co., 
1928 W. 16th St., Chicago 9, Il 

Diamond Clamp & Flask Co., 
Richmond, Ind. 


FLEXIBLE SHAFT MACHINERY 
Strand Co., N. A., 5001 N. Wolcott 
Ave., Chicago 40, Ill. 


FLOORING (Non-Slip) 
Norton Co., Worcester 6, Mass. 


FLUXES 

Carbon Limestone Co., 
Youngstown, Ohio. 

Cleveland Flux Co., 1026 Main St., 
Cleveland 13, O. 

Foundry Services, Inc., 

280 Madison Ave., 
New York 16, N. Y. 

Mathieson Alkali Works, Inc., 
60 E. 42nd St., 

New York 17, N. Y. 

National Pigment Co., East York 
St., Philadelphia, Pa. 

Niagara Falls Smelting & Refining 
Corp., 2204 Elmwood Ave., 
Buffalo 17, N. Y. 

Pittsburgh Metals Purifying Co., 
1352 Marvista St., 

Pittsburgh 12, Pa. 


FLUXES (Soldering, Welding & 
Tinning) 

Linde Air Products Co., 
30 E. 42nd St., 
New York 17, N. Y. 


FOUNDRY COAL (Anthracite) 
Hudson Coal Co., Scranton, Pa. 


FOUNDRY LAYOUT & METHODS 


Engineering Service Inc., 
610 West Michigan St., 
Milwaukee 3, Wis. 

Giffels & Vallet, Inc., 
Marquette Bldg., Detroit, Mich. 

Lester B. Knight & Associates, Inc., 
600 West Jackson Blvd., 
Chicago 3, Ill. 

4 hert Engineering Co., W. G., 
1060 Broad St., 
Newark, New Jersey 


FOUNDRY NAILS 
Standard Horse Nail Corp., 
New Brighton, Pa. 


FOUNDRY SHOVELS 
(See SHOVELS) 


FOUNDRY SYSTEMS 

Engineering Service Inc., 
610 West Michigan St., 
Milwaukee 3, Wis. 

Reichert Engineering Co., W. G., 
1060 Broad St., 


Newark, New Jersey 


FOUNDRY SUPPLY HOUSES 


3uckeye Products Co., 7022 Vine 
St., Cincinnati 16, Ohio. 

Combined Supply & Equipment Co., 
Inc., 215 Chandler St., 
Buffalo 7, N. Y. 

Eastern Clay Products, Inc., 
Jackson, O. 

Federal Foundry Supply Co., 
4600 E. Tist St., Cleveland 5, 9 

Foundries Materials Co., 
Coldwater, Mich. 

Freeman Supply Co., 1152 E. 
Broadway, Toledo 5, O. 





FOUNDRY SUPPLY HOUSES 
(Cont’d.) 

Pennsylvania Foundry Supply & 
Sand Co Ashland & E. Lew 
Sts Philadelphia 24, Pa 

Stevens, Inc., Frederic B., 
Detroit 16, Mich 

FURNACES (Aluminum & Mag- 


nesium Billets) 

Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, Ohio. 

Despatch Oven Co., 
Minneapolis 14, Minn. 

Foundry Equipment Co IS31 Ce 
lumbus Rd., Columbus 13, Ohio 


FURNACES (Aluminum & Mag- 
nesium Forgings) 

Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, Ohio. 

Despatch Oven Co., 
Minneapolis 14, Minn. 

Foundry Equipment Co 1831 Co 
lumbus Rd., Columbus 13, Ohio 


FURNACES (Aluminum Melting) 
Ajax Engineering Corp., 
Trenton, N. J. 
Campbell-Hausfeld Co., Harrison, O 
Eclipse Fuel Engineering Co., 
711 So. Main St., Rockford, Ill 
Wilson Industries, 38 Memorial Dr., 
Cambridge 42, Mass. 


FURNACES 
Heating) 

Ajax Electric Co., Inc., 
Philadelphia 23, Pa 

Despatch Oven Co., 
Minneapolis 14, Minn. 


(Aluminum Rivet 


FURNACES (Annealing) 
Campbell-Hausfeld Co., 
Harrison, Ohio. 
Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, Ohio. 
Despatch Oven Co., 
Minneapolis 14, Minn. 
Eclipse Fuel Engineering Co., 
711 So. Main St., Rockford, Il 
Foundry Equipment Co 1831 Co 
lumbus Rd., Columbus 13, Ohio 
Johnston Mfg. Co., 
Minneapolis 13, Minn 
Lindberg Engineering Co., 
2450 West Hubbard, 
Chicago 12, Ill 
Whiting Corporation, 
Ave., Harvey, III. 


15607 Lathrop 


FURNACES (Crucible Melting) 
Ajax Electrothermic Corp., 
Trenton, N. J. 
Ajax Metal Co., Philadelphia 23, Pa 
Campbell-Hausfeld Co., 
300-320 Moore St., Harrison, O 


Eclipse Fuel Engrg. Co., 711 So 
Main St., Rockford, I) 
Fisher Furnace Co., 2453 West 


Hubbard St., Chicago 12, Ill 
Johnston Mfg. Co., 
Minneapolis 13, Minn 
Randall Corp., Newberg Statio 
Cleveland 5, Ohio 
Stroman Furnace & Engineering Co., 
300 W. Adams St., Chicago 6, III. 


FURNACES (Electric Melting) 

Ajax Electric Furnace Corp 
46 Richmond S8t., 

Philadelphia 23, Pa 

Ajax Electrothermic Corp., 
Trenton, N. J. 

Ajax Engineering Corp., 

Trenton, N. J. 

Ajax Metal Co., Philadelphia 23, Pa 

American Bridge Co., 
Pittsburgh 19, Pa. 

Detroit Electric Furnace 
Kuhlman Electric Co., 
Bay City, Mich. 

Greene Electric Furnace Co., 
2702—6th So., Seattle 4, Wash 

Pittsburgh Lectromelt Furnace 
Corp., P. O. Box 1125, 
Pittsburgh, Pa. 

Swindell-Dressler Corp., 
Pittsburgh, Pa. 

Whiting Corporation, 
Ave., Harvey, Ill. 


Div. of 


15607 Lathrop 


FURNACES (Gas or Oil Fired) 


Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 
Campbell-Hausfeld Co., Harrison, O 
Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, Ohio. 
Denver Fire Clay Co., 
2301 Blake St., Denver, Colo. 
Foundry Equipment Co., 1831 Co 
lumbus Rd., Columbus 13, Ohio 
Haynes Foundry Equipment Co., 
814 Ada St., Kalamazoo 21, Mich 
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FURNACES 
(Cont’d.) 


(Gas or Oil Fired) 


Johnston Mfg. Co., 
Minneapolis 13, Minn. 
Lindberg Engineering Co., 
2450 West Hubbard, 
Chicago 12, Ill. 
Randall Corp., Newberg Station, 
Cleveland 5, Ohio 
Stroman Furnace & Engineering Co., 
300 W. Adams St., Chicago 6, III. 
Wilson Industries, 38 Memorial Dr., 
Cambridge 42, Mass 
Lanly Company, 750 Prospect Ave., 
Cleveland 15, Ohio. 
Lindberg Engineering Co., 
2450 West Hubbard, 
Chicago 12, Ill. 


FURNACES (Gray Iron Melting) 

American Bridge Co., 
Pittsburgh 19, Pa. 

Detroit Electric Furnace 
Kuhlman Electric Co., 
Bay City, Mich. 

Pittsburgh Lectromelt Furnace 
Corp., P.O. Box 1125, 
Pittsburgh, Pa. 

Swindell-Dressler Corp., 
Pittsburgh, Pa. 

Whiting Corporation, 15607 Lathrop 
Ave., Harvey, Ill. 

Wilson Industries, 38 Memorial Dr., 
Cambridge 42, Mass. 


Div. of 


FURNACES (Heat Treating) 

Ajax Electric Co., Inc., 
Philadelphia 23, Pa. 

Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, Ohio. 

Despatch Oven Co., 
Minneapolis 14, Minn. 

Eclipse Fuel Engineering Co., 


711 So. Main St., Rockford, II 
Foundry Equipment Co., 1831 Co 
lumbus Rd., Columbus 13, Ohio 


Johnston Mfg. Co.. 
Minneapolis 13, Minn. 


FURNACES, 
(Electric) 

Ajax Electric Co., Inc., 
Philadelphia 23, Pa 

Ajax Electrothermic Corp., 
Trenton, N. J. 

Carl-Mayer Corp., 3030 Euclid Ave 
Cleveland 15, Ohio. 

Despatch Oven Co., 
Minneapolis 14, 
Foundry Equipment Co., 
lumbus Rd., Columbus 13, 
Lindberg Engineering Co., 
2450 West Hubbard, 

Chicago 12, Ill. 


HEAT TREATING 


Minn. 
1831 Co 
Ohio 


FURNACES (Malleable Annealing) 
Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, Ohio. 
Foundry Equipment Co., 1831 Co 
lumbus Rd., Columbus 13, Ohio 
Lindberg Engineering Co., 
2450 West Hubbard, 
Chicago 12, Ill. 

Whiting Corporation, 15607 Lathrop 
Ave., Harvey, Il. 
Young Brothers Co., 
Ave., Detroit 7, Mich. 


6508 Mack 


FURNACES (Malleable Melting) 
American Bridge Co., 
Pittsburgh 19, Pa. 
Pittsburgh Lectromelt Furnace 
Corp., P.O. Box 1125, 
Pittsburgh, Pa. 
Whiting Corporation, 15607 Lathrop 
Ave., Harvey, Ill. 


FURNACES (Nonferrous Melting) 
Ajax Electrothermic Corp., 
Trenton, N. J. 
Ajax Engineering Corp., 
Trenton, N. J. 
Ajax Metal Co., Philadelphia 23, Pa. 
Campbell-Hausfeld Co., Harrison, O 
Detroit Electric Furnace Div. of 
Kuhlman Electric Co., 
Bay City, Mich. 
Eclipse Fuel Engineering Co., 
711 So. Main St., Rockford, Il. 
Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, O 
Fisher Furnace Co., 2453 West 
Hubbard St., Chicago 12, III. 
Haynes Foundry Equipment Co., 
814 Ada St., Kalamazoo 21, Mich 
Johnston Mfg. Co., 
Minneapolis 13, Minn. 
Randall Corp., Newberg Station, 
Cleveland 5, Ohio. 
Stroman Furnace & Engineering 
Co., 300 W. Adams &t., 
Chicago 6, Ill. 
Swindell-Dressler Corp., 
Pittsburgh, Pa. 


FURNACES 
(Cont’d.) 

Whiting Corp., 
Harvey, Ill. 

Wilson Industries, 38 Memorial Dr., 
Cambridge 42, Mass. 


(Nonferrous Melting 


15607 Lathrop Ave., 


FURNACES 
Whiting Corp., 
Harvey, Ill. 


(Powdered Coal) 
15607 Lathrop Ave., 


FURNACES (Steel Melting) 

Ajax Electrothermic Corp., 
Trenton, N. J. 

American Bridge Co., 

Pittsburgh 19, Pa. 

Detroit Electric Furnace Div. of 
Kuhlman Electric Co., 

Bay City, Mich. 

Pittsburgh Lectromelt Furnace 
Corp., P.O. Box 1125, 
Pittsburgh, Pa. 

Swindell-Dressler Corp., 
Pittsburgh, Pa. 

Whiting Corp., 15607 Lathrop Ave., 
Harvey, Il. 


FURNACE BLOWERS 
Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 
Campbell-Hausfeld Co., Harrison, O. 
Eclipse Fuel Engineering Co., 
711 So. Main St., Rockford, Ill. 
Fisher Furnace Co., 2453 West 
Hubbard St., Chicago 12, Ill. 
Joy Mfg. Co., La-Del Division, 
New Philadelphia, Ohio. 
Roots-Connersville Blower Corp., 
Connersville, Ind. 


FURNACE BOTTOMS 


Industrial Silica Corp., 

Stambaugh Bldg., Youngstown, O 
FURNACE LININGS 
Campbell-Hausfeld Co., 

Harrison, O. 

Carborundum Co., 

Perth Amboy, N. J. 

Fisher Furnace Co., 2453 West 
Hubbard St., Chicago 12, III. 
Ironton Fire Brick Co., Ironton, O. 
National Carbon Co. Inc., Carbon 
Products Div., 30 E. 42nd St., 

New York 17, N. Y. 

Stroman Furnace & Engineering Co., 

300 W. Adams St., Chicago 6, II. 
United States Graphite Co., 

Saginaw, Mich. 


GAGES 

Acme Aluminum Alloys Inc., 
Dayton 3, Ohio. 

Master Pattern Co., 
1315 Main Ave., Cleveland, Ohio. 


GAGGERS 

Federal Foundry Supply Co., 
4600 E. Tist., Cleveland 5, O 

Wadsworth Equipment Co., 
Akron, Ohio. 


GAS 

American Gas Association, 
420 Lexington Ave., 
New York 17, N. Y. 


GAS (Oxygen, Acetylene, 
Industrial) 

Air Reduction Sales Co., 60 East 
42nd St., New York 17, N. Y. 

GAS BURNERS 

Eclipse Fuel Engineering Co., 

711 So. Main St., Rockford, II. 
Fisher Furnace Co., 2543 West 
Hubbard St., Chicago 12, Ill. 

North American Mfg. Co., 
4455 E. 7ist St., Cleveland 4, O 


GENERATORS (Acetylene) 
Linde Air Products Co., 
30 E. 42nd St., 
New York 17, N. Y. 


GLOVES (Industrial, Safety) 


American Optical Co., 
Southbridge, Mass. 


GLUE (Liquid-Plastic) 


Wellman Products Co., 
1444 E. 49th St., Cleveland 3, O. 


GOGGLES and EYE PROTECTORS 


American Optical Co., 
Southbridge, Mass. 
Chicago Eye Shield Co., 
2300 West Warren, 

Chicago 12, Ill. 

Mine Safety Appliances Co., 
Braddock, Thomas and Meade 
Sts., Pittsburgh 8, Pa. 

Willson Products Inc., Reading, Pa. 
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GRAPHITE 

Asbury Graphite Mills, Asbury 

Bloomsbury Graphite Co., 
Bloomsbury, N. J. 

Federal Foundry Supply Co., 
4600 E. Tist St., Cleveland 5, O 

International Graphite & Electrode 
Corp., St. Marys’ Pa. 

National Carbon Co. Inc., 
Products Div., 30 E. 
New York 17. 

Superior Flake Graphite Co., 
33 S. Clark St., Chicago 3, Il 

United States Graphite Co., 
Saginaw, Mich. 


N. J 


Carbon 
42nd St 


GRINDERS (Electric Portable) 

Chicago Pneumatic Tool Co., 
8 East 44th St., New York 17 

Independent Pneumatic Tool Co., 
600 West Jackson Blvd., 
Chicago 6, Ill. 

Rotor Tool Co., 17325 
Cleveland 12, Ohio. 

Skilsaw, Inc., 5000 N. Elston, 
Chicago 30, Ill 

Standard Electrical Tool Co., 
2488 Riverside Ave., 
Cincinnati 4, Ohio. 

U. 8S. Electrical Tool Co., 
Cincinnati 4, O. 


Euclid Ave 


GRINDERS (Flexible Shaft) 


N. A. Strand Co., 5001 N. Wolcott 
Ave., Chicago 40, Ill. 
GRINDERS (Pneumatic Portable) 


Chicago Pneumatic Tool Co., 

8 East 44th St., New York 17. 
Cleco Pneumatic Tvol Div., Reed 
Ioller Bit Co., Houston, Texas. 

Independent Pneumatic Tool Co., 
600 West Jackson Blvd., 
Chicago 6, Ill. 

Rotor Tool Co., 
Cleveland 12, 


17325 Euclid Ave 

Ohio. 

GRINDERS (Surface, Disc, 
Floor) 

Fox Grinders, Inc., Oliver Buidg., 
Pittsburgh 22, Pa. 

Independent Pneumatic Tool Co., 


Bench, 


600 West Jackson Blvd., 
Chicago 6, Ill. 
Skilsaw, Inc., 5000 N. E 


Chicago 30, Ill 

Standard Electrical Tool Co., 
2488 Riverside Ave., 
Cincinnati 4, Ohio 

N. A. Strand Co., 5001 N 
Ave., Chicago 40, Ill 

U. S. Electrical Tool Co., 
Cincinnati 4, O. 

Vonnegut Moulder Corp., 
1815 Madison Ave., 
Indianapolis 2, Ind. 


Wolcott 


GRINDERS (Swing Frame) 

Fox Grinders, Inc., Oliver 
Pittsburgh 22, Pa 

Vonnegut Moulder Corp., 
1815 Madison Ave., 
Indianapolis 2, Ind. 


Bldg., 


GRINDING WHEELS—See ABRA 
SIVE WHEELS 
GRINDING WHEEL DRESSERS 

Carborundum Co., 
Niagara Falls, N. Y. 
Desmond-Stephan Mfg. Co., 
Urbana, O. 
Vincent Steel Process Co., 
2424 Bellevue St., Detroit 7, 
Western Tool & Mfg. Co 
Springfield, Ohio. 


GRINDSTONES 

Bay State Abrasive Products Co., 
Westboro, Mass. 

Sterling Grinding Wheel Div. 
Cleveland Quarries Co., 
1740 E. 12th St., Cleveland. O 


Mich 


GRIT (Abrasive) 
Alloy Metal Abrasive Co., 

Ann Arbor, Mich. 

American Steel Abrasives Co., 

Galion, O. 

American Wheelabrator & 
ment Co., Mishawaka, Ind 
Carborundum Co., 

Niagara Falls, N. Y. 
Cleveland Metal Abrasive Co., 

887 E. 67th St., Cleveland, Ohio 
Globe Steel Abrasive Co., 

Mansfield, O. 

Hickman-Williams & Co., Union 

Commerce Bidg., Cleveland 14, @ 
Metal Blast, Inc., 871 E. 67th St., 

Cleveland, Ohio. 

National Metal Abrasive Co., 

3560 Norton Ave., Cleveland 7, O 
Pangborn Corp., Hagerstown, Md 
Pittsburgh Crushed Steel Co., 

Pittsburgh 1, Pa. 


Equip 
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HAMMERS (Chipping) 
hicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, III. 
hicago Pneumatic Tool Co., 

8 East 44th St., New York 17 
leco Pneumatic Tool Div., Reed 
Roller Bit Co., Houston, Texas. 

‘ayton Pneumatic Tool Co., 
Dayton 1, Ohio. 

Independent Pneumatic Tool Co., 
600 West Jackson Blvd., 
Chicago 6, Il. 

y Mfg. Co., Sullivan Division, 
Michigan City, Ind. 
Schramm Inc., West Chester, Pa. 


HARDNESS TESTING EQUIP- 
MENT 

Detroit Testing Machine Co., 
19390 Grinnell Ave., 
Detroit 13, Mich. 

Harry W. Dietert Co., 9330A Rose- 
lawn Ave., Detroit 4, Mich. 


HEAT CONTROL AND RECORD- 
ING DEVICES 
Brown Instrument Co., Div Min- 
neapolis-Honeywell Regulator Co., 
4462 Wayne Ave., 
Philadelphia 44, Pa. 
Foxboro Company, Foxboro, Mass. 
Claude 8S. Gordon Co., 3000 So. 
Wallace, Chicago 9, III. 
Illinois Testing Laboratories. 
418 N. LaSalle St., Chicago 10, Ill. 
Lindberg Engineering Co., 
2450 West Hubbard, 
Chicago 12, Il. 
Marshall Co., L. H., 
Columbus 1, O. 


270 W. Lane, 


HEATERS (Gas, Oil, Electric) 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Despatch Oven Co., 
Minneapolis 14, Minn. 
Lanly Co., 750 Prospect Ave., 
Cleveland 15, Ohio. 


HEATERS (High Frequency Elec- 
tric) 


Ajax Electrothermic Corp., 
Trenton, N. J. 


HEATERS (Indirect Fired) 


Despatch Oven Co., 
Minneapolis 14, Minn. 


HEATERS (Space, Unit, Direct 
Fired) 

Newcomb-Detroit Co., Inc., 
5741 Russell St., Detroit 11, Mich. 


HEATERS (Space, Unit, Oven, 
Water) 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 


HELMETS (Blasting) 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 

American Optical Co., 

Southbridge, Mass. 

Mine Safety Appliance Co., 
Braddock, Thomas & Meade Sts., 
Pittsburgh 8, Pa. 

Pangborn Corp., Hagerstown, Md. 

W. W. Sly Mfg. Co., 

4753 Train Ave., Cleveland 2, O. 


HELMETS (Welding) 


American Optical Co., 
Southbridge, Mass. 


HOISTS (Air) 


Chicago Pneumatic Tool Co., 

8 East 44th St., New York 17. 
Curtis Pneumatic Machinery Co., 

1922 Kienlen Ave., 

St. Louis 20, Mo. 
Gardner-Denver Co., Quincy, Il. 
Independent Pneumatic Tool Co., 

600 West Jackson Blvd., 

Chicago 6, Ill. 

Ingersoll-Rand Co., 11 Broadway, 

New York 4, N. Y. 

Joy Mfg. Co., Sullivan Division, 

Michigan City, Ind. 


HOISTS (Chain) 

Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
1155 East 283rd St., Wickliffe, O. 

Reading Chain & Block Corp., 
2108 Adams St., Reading, Pa. 


HOISTS (Electric) 


Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y. 


HOISTS (Electric) (Cont'd.) 
Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
1155 East 283rd St., Wickliffe, O. 

Conco Engineering Works, 
Mendota, Illinois 

Harnischfeger Corp., 
4411 W. National Ave., 
Milwaukee 14, Wis. 

Joy Mfg. Co., Sullivan Division, 
Michigan City, Ind, 

Modern Equipment Co., 
Port Washington, Wis. 

Reading Chain & Block Corp., 
2108 Adams St., Reading, Pa. 
Shepard-Niles Crane & Hoist Corp., 

Montour Falls, N. Y. 
Whiting Corp., 15607 Lathrop Ave., 
Harvey, Ill. 


HOISTS (Hand) 

Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
Wickliffe, Ohio. 


HOSE (Air, Blasting, Water, Gas) 

Gardner-Denver Co., Quincy, Il. 

Independent Pneumatic Tool Co., 
600 West Jackson Blvd., 
Chicago 6, Ill. 

Ingersoll-Rand Co., 

11 Broadway, New York 4, N. Y. 
Pangborn Corp., Hagerstown, Md. 
Raybestos-Manhattan, Inc., 

Manhattan fubber Div., 

Passaic, N. J. 

Schramm Inc., West Chester, Pa. 


HYDRAULIC CLEANING 
EQUIPMENT 

Hydro-Blast Corp., 2550 N. Western 
Ave., Chicago 47, Ill. 

Pangborn Corp., Hagerstown, Md. 

N. Ransohoff Inc., 208 W. 71st St., 
Cincinnati 16, O. 


ILLUMINATORS (X-Ray Film) 


Eastman Kodak Co., 
Rochester, N. Y. 


IMPREGNATING SYSTEMS 


Empire Varnish Co., 2636 E. 76th 
St., Cleveland 4, O. 


INDUSTRIAL ENGINEERING 
SERVICE 

Lester B. Knight & Associates, Inc., 
600 West Jackson Blvd., 
Chicago 3, Ill. 


INGOT MOLDS 
Acme Foundry Co., Detroit 16, Mich. 


INGOTS (Macnesium) 


Christiansen Corp., 1 North LaSalle 
St., Chicago 2, Il. 


INGOTS (Nonferrous) 
Ajax Metal Co., 
Philadelphia 23, Pa. 
American Smelting & Refining Co., 
120 Broudway, New York 5. 
Christiansen Corp., 
1 North LaSalle St., 
Chicago 2, III. ’ 
Cleveland Electro Metals Co., 
W. 38th St. & NP RR. 
Cleveland 13, O. 
Federated Metals Div., 
American Smelting & Ref. Co., 
New York 5. 
International Nickel Co., Inc., 
67 Wall St., New York City 5. 
Silverstein & Pinsof, Inc., 
1720 N. Elston, Chicago 22, III. 
Sonken-Galamba Corp., 
Kansas City 18, Kansas. 


INJECTION MOLDING MACHINES 
Lester-Phoenix Inc., 2711 Church 
St., Cleveland 13, Ohio. 
INOCULANTS 
Carborundum Co., 
Perth Amboy, N. J. 
IRON CEMENT 
Smooth-On Mfg. Co., 570 Communi- 
paw Ave., Jersey City 4, N. J. 
IRON ORE 
Bethlehem Steel Co., Bethlehem, Pa. 
Pickands, Mather & Co., 
Cleveland 14, O. 
IRON OXIDES 
Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, III. 
Delta Oil Products Co., 
Milwaukee 9, Wis. 
JACKETS (Mold) 
Adams Co., Dubuque, Iowa. 
Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, Ill. 
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JACKETS (Mold) (Cont’d.) 
Diamond Clamp & Flask Co., 
Richmond, Ind. 
Freeman Supply Co., 1152 Broad- 
way, Toledo 5, O. 
Fremont Flask Co., Fremont, O. 
Hines Flask Co., 1324 Hird Ave., 
Cleveland 7, O. 
Industrial Fabricating, Inc., 
S17 Hall St., Eaton Rapids, Mich. 
United Pattern Works, 
26U9 Russell St., Detroit 7, Mich. 
Wadsworth Equipment Co., 
Akron, Ohio. 


LABORATORY EQUIPMENT 
(Chemical) 

Buehler, Ltd., 228 N. 
Chicago 1, II. 

Harry W. Dietert Co., 9330A Rose- 
lawn Ave., Detroit 4, Mich. 

General Electric X-Ray Corp., 
4855 West McGeogh Ave., 
Milwaukee 14, Wis. 

Laboratory Equipment Corp., 
3enton Harbor, Mich 

Precision Scientific Co., 
3737 Courtland St., 
Chicago 47, Ill. 


LaSalle St., 


LABORATORY EQUIPMENT 
(Physical) 
Buehler, Ltd., 228 N. LaSalle St., 
Chicago 1, II. 
Harry W. Dietert Co., 9330A Rose- 
lawn Ave., Detroit 4, Mich. 
Laboratory Equipment Corp., 
Benton Harbor, Mich 
National Engineering Co., 549 W. 
Washington St., Chicago 6, Ill 
Norton Co., Worcester 6, Mass. 
Precision Scientific Co., 
3737 Courtland St., 
Chicago 47, Ill. 


LADLES 
Bethlenem Steel Co., Bethlehem, Pa. 
Haynes Foundry Equipment Co., 
814 Ada St., Kalamazoo 21, Mich. 
Industrial Equipment Co., 
Minster, O. 
Modern Equipment Co., 
Port Washington, Wis., 
Frederic B. Stevens, Inc., 
Detroit 16, Mich 
Whiting Corp., 
15607 Lathrop Ave., Harvey, Ill. 
LADLE HWEATERS 
Whiting Corp., 15607 Lathrop Ave., 
Harvey, Ill. 


LADLE LININGS 

Harbison-Walker Refractories Co., 
1745 Farmers Bank Bidg., 
Pittsburgh 22, Pa. 

Ironton Fire Brick Co., 
Ironton, Ohio. 


LATHE CENTERS 


Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, Ill. 


LEAD 
American Smelting & Refining Co., 
120 Broadway, New York 5. 


LETTERS (Pattern) 


Wellman Products Co., 
1444 E. 49th St., Cleveland 3, O. 


LIGHTING FIXTURES 


Midwest Lighting Products Co., 
3183 W. 112th St., Cleveland, O. 


LIMESTONE 


Carbon Limestone Co., 
Youngstown, Ohio. 


LINSEED OIL 
Hercules Powder Co., 
Wilmington 99, Del 


’ 
LOADERS 


Clearfield Machine Co., 
Clearfield, Pa. 

National Engineering Co., 549 W. 
Washington St., Chicago 6, III. 


LUBRICANTS (Industrial) 

Acheson Colloids Corp., 
Port Huron, Mich 

Smith Oil & Refining Co., 
1102 Kilburn Ave., 
Rockford, Il. 

Swan-Finch Oil Corp., 
R. C. A. Bldg., West, 
New York 26, N. Y. 

United States Graphite Co., 
Saginaw, Mich. 


LUMBER (All kinds) 


Dougherty Lumber Co., 4300 East 
68th St., Cleveland 5, O. 
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MACHINE KEYS 


Standard Horse Nail Corp., 
New Brighton, Pa. 


MACHINERY MOUNTING PADS 


Fabreeka Products, Inc., 
222B Summer St., Boston, Mass. 


ase 


MAGNESIUM (Ingots) 
Apex Smelting Co., 2534 Filmore 
St., Chicago 12, II. 


MAGNET CONTROLLERS 


Ohio Electric Mfg. Co., 5906 Mau- 
rice Ave., Cleveland, Ohio. 


MAGNETS 

Dings Magnetic Separator Co., 
4740 W. McGeough, 
Milwaukee 7, Wis. 

Ohio Electric Mfg. Co., 5906 Mau- 
rice Ave., Cleveland, Ohio. 

Stearns Magnetic Mfg. Co., 662 
S. 28th St., Milwaukee 4, Wis. 


MANGANESE $ (Briquets) 


Electro Metallurgical Sales Corp., 30 
E. 42nd St., New York 17, N. Y. 


MARKER (Castings) 
Markal Co., 607 No. Western Ave., 
Chicago 12, Ill. 
MATCHPLATES 
Acme Aluminum Alloys Inc., 
232 North Findlay St., 
Dayton 3, Ohio. 
Champion Foundry & Machine Co., 
1314 W. 2ist St., Chicago 8, IIl.. 
City Pattern Foundry & Machine 
Co., 1161 Harper Ave., 
Detroit 11, Mich. 
Hines Flask Co., 1324 Hird Ave., 
Cleveland 7, O. 
Industrial Pattern Works, 2621 Bel- 
mont Ave., Chicago 18, Ill. 
Master Pattern Co., 
1315 Main Ave., Cleveland, Ohio. 
Plaster Process Castings Co., 
6922 Carnegie Ave., 
Cleveland 3, O. 
Pressure Cast Products Co., 1028 
Vermont Ave., Detroit 16, Mich. 
Scientific Cast Products Corp., 
1388-92 E. 40th St., 
Cleveland 3, O. 
Wadsworth Equipment Co., 
Akron, Ohio, 
MATERIALS HANDLING 
Frank D. Campbell, 
332 So. Michigan Ave., 
Chicago, Ill 
Hughes-Keenan Co., 
Mansfield, Ohio. 
MATERIALS HANDLING (Hoists) 
Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y. 
MECHANICAL ENGINEERS 
Engineering Service Inc., 
610 West Michigan St., 
Milwaukee 3, Wis. 
Giffels & Vallet, Inc., 
Marquette Bldg., Detroit, Mich. 
Lester B. Knight & Associates, Inc., 
600 West Jackson Bivd., 
Chicago 3, Ill. 


MELTING POTS 
Acme Foundry Co., Detroit 16, Mich. 


METAL CASTING PLASTER 

United States Gypsum Co., 300 W. 
Adams St., Chicago, Ill. 

METAL CLEANING EQUIPMENT 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 

N. Ransohoff, Inc., 208 W. 71st 8t., 
Cincinnati 16, O. 


METALLOGRAPHIC EQUIPMENT 
Buehler Ltd., 228 N. LaSalle 
St., Chicago 1, III. 
Harry W. Dietert Co., 9330A Rose- 
lawn Ave., Detroit 4, Mich. 
Precision Scientific Co., 
3737 Courtland St., 
Chicago 47, Il. 


METALLURGISTS 
Crobaugh Co., Frank L., 
Blackstone Bldg., Cleveland, Ohio. 
W. G. Reichert Engineering Co., 
1060 Broad St., 
Newark, N. J. 


METERS (Gas, Air, Water) 
Illinois Testing Laboratories, Inc., 
420 N. LaSalle S8t., 
Chicago 10, Il. 
Roots-Connersville Blower Corp., 
Connersville, Ind. 
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MICKOSCOPES 
Ltd., 228 N. Ls 


Buehler 
Chicago 1, 
(Core Wash) 

Foundry Supply Co 

7ist St., Cleveland 5, O 


MIXERS 
Federal 
1600 E 
MIXERS 
Ameri 
ment C 
Mishawaka, 


(Sand and Clay) 
Wheelabrator & E 
505 S. Byrkit St 


Ind. 


in 


juip 





Beardsley & Piper Co The 2424 
No. Cicero, Chicago 39, Ill 

Blystone Division, Star ind & 
Machine Co., 549 W Va gton 
St., Chicago 6, lil 


Clearfield Machine Co., 
Cleartield, Pa 

Construction Machinery Co., 
Waterloo, lowa 

Freeman S Co., 1152 Broad 


ipply 


way, Toledo 5, O 
Jeffrey Mfg. Co., 907 N. Fourth St., 
Columbus 16, O 


National Engineering Co., 549 W 


Washington St., Chicago 6, Ill 
Royer Foundry & Machine Co 
K ngston, Pa. 


MODELS (Wood) 


Master Pattern Co., 
Cleveland 


1315 Main Ave., Ohio 
MOLD CONVEYOKS 
Bartlett & Snow, C. O., ¢ 6201 
Harvard Ave Cleveland ( 
Beardsley & Piper Co., The, 2424 
No. Cicero, Chicago a. & 
Cleveland Tramrail Div. of Cleve 
land Crane & Engineering ¢ 
Wickliffe, Ohio 
Jeffrey Mfg. Co 907-99 N. Fourth 


St., Columbus 16, O 

Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill 

Logan Co., 580 Cabel, 
Louisville, Ky 

Mathews Conveyer Co 
Ellwood City, Pa 

National Engineering Co., 549 W 
Washington St., Cl igo 6 Ill 


Newaygo Engineering C« 
Newaygo, Mich 

Osborn Mfg Cc 5401 
Ave., Cleveland 14, O 


Hamilton 


MOLD DRYERS 
Carl-Mayer Corp., 3030 
Cleveland 15, Ot 


Despatch Oven Co., Minneapolis 14 
Minr 
juipme P: l 1 ¢ 
aa c ) 1 ( 
Porbeck Mfi Co 2600 N. 9th St 


St. Louis, 


and DRYERS 
Euclid Ave 


MOLD OVENS 
Carl-Mayer Corp., 3030 
Cleveland 15, Ohlo 

De Oven Co., 
Minneapolis 14, Minn 

Foundry Equipment Co 
Cleveland 13, O 


patch 


Lanly Company, 750 Prospect Ave 
Cleveland 15, O 

Newcompb-Detr tc Ir 
741 KR ‘ t., Detroit 11, Mic? 


Porbeck Mfg. Co., 
St. Louis, M 

Young Bros. C 
Detroit 7, M 


2600 N. 9th St 


6508 Mack Ave., 


MOLD TRUCKS (Power Operated) 


Clark Tructractor Div. of Clark 
Equipment Co., Battle Creel 
Mic! 

MOLDERS’ BENCHES 

Western Tool & Mfg. Co 
Springfield, Ohio 

MOLDING MACHINES 

Adams Co Dubuque, Iowa 

Arcade Manufacturing Div 
Rockwell Mfg. Co., 

Freeport, Il 

Beardsley & Piper Co., The 
2424 N. Cicero, Chicago 39 ] 

Berkshire Mfg. Co., 1111 Powe 
Ave., Cleveland 14, O 

Champion Foundry & Machine Co 
1314 W. 2ist St., Chicago 8, II 

Davenport Machine & Foundry C 


Davenport, Iowa 
Haynes Foundry Equipment Co 
814 Ada St., Kalamazoo 21, Mich 
Herman Pneumatic Machine Co., 
Union Bank Bldz., 
Pittsburgh 22, Pa 
International Molding Machine Co., 
2608 W. 16th St., Chicago 8, II 
Johnston & Jennings Co 


867 Addison Rd., Cleveland 14, O 
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MONORAIL SYSTEMS 

American Monorail Co., 
13104 Athens Ave., 
Cleveland 7, O 

Cleveland Tramrail 


MACHINES (Cont'd.) 


Equipment Co., 


MOLDING 
Milwaukee 
3238 W. 
Milwaukee 4, 
Moline lron Works, 


Foundry 

Pierce St., 
Wis. 
Moline of Cleve- 


Ill Div. 


Nicholls, Wm. H., Co., Kichmond land Crane & Engineering Co., 
Hill, Long Island 18, N. Y. 1155 East 283rd St., Wickliffe, O. 
Isborn Mfg. Co., 5401 Hamilton Link Belt Co., 300 W. Pershing Rd., 
Ave., Cleveland 14, O Chicago 9, Ill 

Pioneer Mfg. Co., West Allis, Wis Modern Equipment Co., 

5. P. O. Incorporfited, 7500 Grand Port Washington, Wis. 


Division Ave., Cleveland 5, O 
Tabor Mfg. Co., 6225 Tacony 
Philadelphia 35, Pa. 
MOLDING MACHINES (Jolt) 
Adams Co., Dubuque, Iowa 
Champion Foundry & Machine Co., 
1314 W. 2ist .. Chicago 8, Ill Fk 
Davenport Machine & Foundry Co., 
Davenport, Iowa 
Haynes Foundry Equipment 
814 Ada St., Kalamazoo 21, 
Herman Pneu Machine Co., 1o50 E 
Union Bank Bethiehem 


Standard Horse 


(Electric) 
ilmers Mfg. 
Wis. 


MOTORS 

Al Ch 
Milwaukee 1, 

MOUNTING PADS, MOLDING 
AND SHAKEOUT MACHINES 

Inc 

3oston, Mass. 


8t., 
Co., 


St ibreeka Products, 





Co NAILS (Chill) 
Mich ingell Nail & Chaplet Co., 
71st Cleveland, hio 
3ethlehem, Pa 


Steel Co., 
Nail Corp., 





St 


matic 





Pittsburgh 
International Molding Machine Co., New Brighton, Pa. 
2608 W 16th St., Chicago 8, Ill 


NICKEL 
International 


67 Wall St., 


Jennings Co., 
Addison Rd., Cleveland 14, O 
Milwaukee Foundry Equipment Co., 
3238 W. Pierce St., 
Milwaukee 4, Wis 


Jonnston & 
Nickel Co., Inc 


New York City 5 


467 


NOZZLES (Blasting) 





Nicholls, Wm. H., Co., Richmond Alloy Metal Abrasives Co., 311 W. 
Hill, Long Island 18, N. Y. Huron St., Ann Arbor, Mich. 
Osborn Mtg. Co., 5401 Hamilton American Wheelabrator & Equip- 
Ave., Cleveland 14, O ment C 505 S. Byrkit St., 

8. P. O. Incorporated, 7500 Grand | Mishawaka, Ind 
Division Ave., Cleveland 5, O. Dave Machine & Foundry Co 
Dav lowa 


Federal Fo 


1600 E 


MOLDING MACHINE MOUNTING 


PADS 


indry Supply Co., 

J7ist St., Cleveland 5, O 
Worcester 6, Mass 

Hagerstown, Md 


Co 


Inc 
Bx 


Products, 
St., 


Fabreeka 


Summer 


MACHINES 


orn Corp., 
Sly Mfg 


ston, Mass P 





V \ 
(Rollover) 17 Cleveland 2, O 





MOLDING ‘3 Train Ave 
4314 W ‘gist Se bg mony 1), OIL BURNERS 
Davenport Machine & Foundry Co., Fisher Furnace Co., 2453 West Hub- 
Davenport, lowa bard § Chicago 12, Ill. 
Herman Pneumatic Machine Co., I ick Manufacturing Co., 
Union Bank Blidg., 106 Tenth St., Brooklyn 15, N. Y 
Pittsburgh 22, Pa Stroman Furnace & Engineering Co., 
International Molding Machine Co., Div. of Peterson Oven Co., 
2608 W. 16th St., Chicago 8, III. ;00 W. Adams St., Chicago 6, Il] 
Johnston & Jennings Co., North American Mfg. Co., 
867 Addison Rd., oO 4455 KE. Tist St., Cleveland 4, O 





Foundry 
Pierce St., 


siwaunes OPTICAL PYROMETERS 


Buehler, Ltd., 228 N. LaSalle 






Milwaukee 4, Wis 
Nicholls, Wm. H., Co., *=hmond St., Chicago 1, Il. 
Hill, Long Island 18, N .Y : 
Osborn Mie. Go.. 8401 Hamilton = NS (Annealing and Heat 
\ve., Cleveland 14, O reating) 
S. P. O. Incorporated, 7500 Grand Carl-Mayer Corp., 3030 Euclid Ave., 


ind 15, Ohio. 
espatch Oven Co., 

14, Minn 
Equipment Co., 


Division Ave., Cleveland 5, O Cleve 


MOLDING MACHINES (Squeeze) 


Inc., F 


ipolis 





Aluminum 


Acme Alloys . ‘ 
232 North Findlay St., Cleveland 13, O 
Dayton 3, Ohio Lanly ¢ pany, 750 Prospect Ave 
Adams Co Dubuque, Iowa Clev d 15, O 
Champion Foundry & Machine C Lindberg Engineering Co., 
1314 W. 2ist St., Chicago 8, Il 2450 West Hubbard, 
Davenport Machine & Foundry Co Cl 12, Ill 
Davenport, lowa Whiting Corp., 
Haynes Foundry Equipment Co 607 Lathrop Ave., Harvey, Ill 
814 Ada St., Kalamazoo 21, Mich Y I Brothers Co., 6508 Mack 
Herman Pneumatic Machine Co Detroit 7, Mich 
Union Bank Bldg., . . 
Pittsburgh 22. Pa OVENS (Core) (See CORE OVENS) 
International Molding Machine Co OVENS (Enameling, Japanning) 
2608 W. 16th St., Chicago 8, I oer _ a : 
Johnston & Jennings Co., ( url Mayer ¢ orp., 3030 Euclid Ave., 
867 Addison Rd., Cleveland 14, O Cleveland 15, Ohio 
Despatch Oven Co., 


Foundry 
3238 W. Pierce St 
Milwaukee 4, Wis 
M e Iron Works 
Nicholls, Wm. H., 


Milwaukee Equipment Co., 
ye ' — Minn 


Metal Works, 
Blvd., Detroit, Mich 
750 Prospect Ave., 


Minneapolis 14, 
Detroit 


00 Oakman 


Sheet 


Moline, Ill 
Co., Richmond 


Hill, Long Island 18, N _ Cle el und 15, OF io 
Osborn Mfg. Co., 5401 Hamilton Newcomb-Detroit Co., Inc., 
Ave Cleveland 14, O 741 Russell St., Detroit 11, Mich 
S. P. O. Incorporated, 7500 Grand Porbeck Mfg. Co., 2600 N. 9th St 
Division Ave., Cleveland 5, O St. I iis, Mo 


Co., 6508 Mack 
Mich 


tung Brothers 
MOLDING SANDS Ave., Detroit 7, 


Mater 
‘ OVENS (Mold) 


Coldwater Mict . 
istrial Silica Corp Carl-Mayer Corp., 3030 Euclid Ave., 
15, Ohio 


Bldg., Youngstown, O : 
Corp., 209 So Oven Co., 





indries ils Co., 
Indi 
Stambaugh Cleveland 
Standard Silica Despatch 


LaSalle St., Chicago 4, Il : M r - pol 3 = | 7 _ 
Wedron Silica Co., 38 So. Dearborn etroit Sheet Meta Orks, 
St.. Chicago, II] ’ . , 1300 Oakman Blvd., 


Detroit, Mich. 
MOLD WASH I ndry Equipment C 1831 ¢ 
Federal Foundry Supply Co., t Rd., Columbus 1 oO 
1600 E. Tist St., Cleveland 5, O Lanly Co., 750 Prospect Ave., 
National Carbon Co., Inc., Carbon Cleveland 15, Ohio 
Products Div., 30 E. 42nd St., Porbeck Mfg. Co., 2600 N 
New York 17, N. Y St. Louis, Mo. 
United States Graphite Co., 
Saginaw, Mich 
MOLYBDENUM 


Molybdenum Corporation 
‘a. Pittsburgh 19, Pa 


9th St., 


OXYGEN 

Air Reduction Sales Co., 
42nd St., New York 17, 

Air Products Co., 
42nd St., New York 17, 


60 East 
_ Be 

nde 
30 E 


of Amer- L 


N.Y 
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PARTING COMPOUNDS 


Zuckeye Products Co 
> Vine St., Cincinnati 16, OF 
Delta Oil Products C 

Milwaukee ¥, Wis 


















Federal Foundry Supply 
4600 E. T7ist St., Cleve i 
Smith i ( 
1857 Carter Rd., Cleve i1 
Smith Oil & Refining Co 
1102 Kilburn Ave., R 
Frederic B In 
etroit 16, M 
Superior Flake Graphite ¢ 
33 S. Clark St., Ctr 
Tamms l Ce 228 La 
St., 1, lll 
PATTERN COATINGS 
Americé Lacquer Solvents ¢ 
Phoe ille, Pa 
P.M.S. Co 1701 P 
Cleveland 14, Ol 
Weliman Products Co 1444 | 4 


St., Cleveland 3, O 


PATTERN COMPOUND 
Silica Co., 228 N I 
Ill 


Tamms 
St., Chicago 1, 


PATTERN LETTERS 


Freeman Supply Co., Toledo 5, 

Shanafelt Mfg. C 362 ! 
Way, N. E., Cant 

Wellman Products C i4 | 4 


Cleveland 3, O 
PATTERN LUMBER 
Dougherty Lumber ¢ 

Cleveland 5, O 
Freeman Supply Co., T i 5 
Kindt-Collins Co., 12 

Ave., Cleveland 11, O 


PATTERN PLASTERS 


United States ¢ 


Adams St., Cl 


PLATI 


St., 


ryt 


PATTERN 


Acme Alumir Alloys I 
232 North lay t 








Dayton 3, Ol 
Buffalo Pattern Wor 830 
Ave., Buffalo, N. Y 
City Patter: Foundry 
Co., 1161 Harper Ave 
Detroit 11, Mict 
Freeman Supply Co Toled 5 
Hines Flask Cx 
Cleveland 7, O 


Industrial Pattern Wor 2621 Be 





mont Ave Ch f 

Plaster Process Castings Co 
6922 Carnes Ave 

P.M.S. C 1701 P 
Cleveland 14, O 

Scientific Cast Products Corp 
1388-92 E. 40th St., 
Cleveland 3, O 

Wadsworth Equipmer Cc 
Akron, Ol 

Wellman B 
9 








2 > E r ; 
Cleveland 4, if 
Wellman Products Co 


1444 E. 49th levelar 
PATTERN PLATE STOCK 








Freeman Supply (¢ , 1152 Broad 
way, Toledo 5, O 

Wellman Pr Cc t 
St.. Cleveland 3. ¢ 


PATTERN SHOP EQUIPMENT 
Do All Comfy y I I 





Freeman S 

Heston & ndersor 1 

Oliver Macihnery C 
Grand Rapids 2, I 

Parks Woodworking M eC 
1546 Know! 
Cincinnati 23. Ol} 

SI v, Ir Ty 

Strand, N A., Ce W t 
Ave., Chicago 10, I 


Products Co 
49th St., Cleveland 3, O 


Wellman 
1444 E 
PATTERNS 
Industrial Pattern \ 2¢ Bel 
mont Ave ¢ | 
Pressure Cast Product Cc 1028 
Vermont Ave., Det 
PATTERNS (Wood, 
Acme Aluminum Alloys 
232 North Findlay St 
Dayton 3, Ohio 
Buffalo Pattern Work 
Ave., Buffalo, N. Y 
Champion Foundry & Mas 
1314 W. 2ist Ch 
City Pattern Four } 
Co., 1161 Harper Ave 
Detroit 11, Mich 
Hines Flask Co., 
Cleveland 7, O 


we 





St 


dry & 


1324 Hird Ave 
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ATTERNS (Wood, Metal) 
Cont'd.) 
istrial Pattern Works, 2621 Bel 
mont Ave., Chicago 18, Ill 
uster Pattern Co., 
1315 Main Ave., Cleveland, Ohio 
essure Cast Products Co., 1028 
Vermont Ave., Detroit 16, Mich 
P. O. Incorporated, 7500 Grand 
Division Ave., Cleveland 5, O 
ellman Bronze & Aluminum Co., 
25 E. 93rd St., Cleveland 4,Ohio 


PERMANENT MOLD COATINGS 


Cc rr 
I 


PERMANENT MOLDS 


faster Pattern Co., 
1315 Main Ave., Cleveland, Ohio 
isworth Equipment Co., 
Akron, Ohi 
VHOTOGRAPHIC EQUIPMENT 
astman Kodak Co., 
NI OY 


Rochester, N x 


PHOTOGRAPHY (Industrial) 


stman Kodak C 
Rochester, N. Y 


PIG IRON 

tslobe Iron Co., Jackson, O 
kson Iron & Steel Co., 
Jackson, Oh 


Keokuk Electro Metals Co., 429 So 
ith St., Keokuk, lowa. 
lickman-Williams & Co., 
Union Commerce Bidg., 
Cleveland 14, O 

Miller & Company, 332 S. Miehigan 


Ave., Chicago 4, Ill 
Pickands, Mather & Co., 
Cleveland 14, O 
Woodward Iron Co., 
Woodward, Ala. 


PIG IRON (Silvery) 


Jackson, O 
& Steel Co., 


Globe Iron C 

Jackson Iron 
Jackson, O 

Keokuk Electro Metals Co., 429 So 
4th St., Keokuk, lowa 

Miller & Company, 322 S. Michigan 
Ave., Chicago 4, Il 

PINS (Flask) 

Diamond Clamp @& Flask Co 
Richmond, Ind 

Hines Flask Co., 
Cleveland 7, O 


Shanafelt Mfg. Co 3623 Winfield 


1324 Hird Ave 


23 
Way. N. E 

Sterling “Wheelb rrow Co., 7100 W 
Walker St., Milwaukee 14, W 

Truscon Steel Co., -ressed Steel 
Div., 6100 Truscon Ave., 
Cleveland, Ol 

Wellman Products Co., 
1444 E. 


PISTON RINGS (for Molding Ma- 
chines, Compressors, etc.) 
Nicholls, Wm. H., Co., Richmond 


Hill, Long Island 18, N. Y 


PLANT ENGINEERING SERVICE 
Giffels & Vallet, Inc 
Marquette Bldg 
Lester B. Knight & Associates, Ir 
600 West Jackson Blivd., 

Chicago 3, Ill 


PLASTER of PARIS 
ee, ; 7 s+ . y Ty 


Canton 5, Ol 





49th St., Cleveland 3, O 


Detroit, Mich 


ed State ( 1 ¢ » WwW 
St a I 
PLATES (Bottom) 
Adams Co., Dubuque, Iowa 
*hristiansen Cory} 1 North LaSalle 


St Chicago 2 T 


Diamond Clamp & Flask Co., 
Richmond, Ind 

Sterling Wheelbarrow Co., 7100 W 
Walker St.. Milwaukee 14, Wis. 


PLATES (Core Drying) 

Champion Foundry & Machine Co., 
1314 W. 2ist St., Chicago 8, Ill 

sen Cory 1 Nort h LaSalle 


Christiar 
St. 

Diamond C lamp & Flask Co., 
Richmond, Ind 

Johns-Manville, 22 East 40th St.,. 
New York City 16 


PLUMBAGO 

Bloomsbury . Graphite Co., 
Bloomsbury, N. J 

Federal Foundry Supply Co 
4600 E. 7ist St., Cleveland 5, O 

Frederic B. Stevens, Inc., 
Detroit 16. M 

Superior Flake Graphite Co., 
33 S. Clark St., Chicago 3, Ill 

United States Graphite Co., 
Saginaw, Mich 
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PNEUMATIC TOOLS 

Chicago Pneumatic Tool Co., 
General Offices: 8 East 44th St., 
New York 17, N. Y. 

Cleco Pneumatic Tool Div., Reed 
Roller Bit Co., Houston, Texas 

165 West Clearfield 
Philadelphia, Pa. 

Dayton Pneumatic Tool Co., 
Dayton 1, Ohio 

Gardner-Denver Co., Quincy, Ill 

independent Pneumatic Tool Co., 
600 West Jackson Blvd., 
Chicago 6, Ill. 

Joy Mfg. Co., Sullivan Division, 
Michigan City, Ind. 

Ingersoll-Rand Co., 11 Broadway, 
New York 4, N. 'y. 

Rotor Tool Co., 17325 Euclid Ave., 
Cleveland 12, Ohio. 

Schramm Inc., West Chester, Pa 


llet Co., 


POLISHING MACHINERY 

Standard Electrical Tool Co., 
2488 Riverside Ave., 
Cincinnati 4, Ohio 

Strand, N. A., Co., 5001 N 
Ave., Chicago 40, Ill 

POURING DEVICES 

Modern we pment Co., 
Port Washington, Wis 

Whiting Corp. 15607 Lathrop 
Ave., Harvey, Ill 


POWDERED COAL EQUIPMENT 


Whiting Corp., 15607 Lathrop 
Ave., Harvey, Ill 

PRESSER BOARDS 

Adams Co., Dubuque, Iowa 

Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9. Ill 
hy insen Cor} 1 North LaSalle 


St., Chicago 2, Ill 


Wolcott 


PRESSURE CASTING SEALER 
Empire Varnish Co., 2636 E. 76th 
St., Cleveland 4, O 


PULLEYS (Magnetic) 
Dings Magnetic Separator Co., 

41740 W. McGeough, 

Milwaukee 7, Wis 
Stearns Magnetic Mfg. Co., 

662 S. 28th St., Milwaukee 4, Wis 
PUMPS 
Construction Machinery Co., 

Waterloo, Iowa 
Gardner-Denver Co., ¢ 
Vorthington Pump & 

Corp., Harrison, N. J 


Machinery 


PUMPS (Dry, Vacuum) 
Fuller Company, Catas 
Roots-Connersville Bk 
Connersville, Ind. 
PURIFIERS 
Cleveland Flt 
Cleveland 13, 


auqua, Pa 
ywer Corp., 


ix Co., 1026 Main St., 
3 oO 
PUSH-OFF MACHINES 
Beardsley & Piper Co., 

2424 No. C 


€ 








Champion Foundry & Machine Co 
1314 West 2Iist St., Chicago 8, Ill 

International Molding Machine Co., 
2608 Ww 16th St., Chicago 8, Ill 

Milwaukee Four y Equipment Co 
3238 W. Pierce , 
Milwaukee 4, Wis 





PUTTY (Foundry) 
Federal Foundry Supply Ct 
1600 E. 71st St., Cleveland 5. O 


PYROMETERS 
Harry W. Dietert Co., 9330A Rose- 
lawn Ave., Detroit 4, Mich 
Claude S. Gordon Co., 3000 So 
Wallace, Chicago 9, Ill 
Illinois Testing Laboratories, Inc 
420 N. LaSalle St., 
Chicago 10, Ill. 
Marshall Co., L. H., 
Columbus 1, O 
Pyrometer Instrument Co., 
106 Lafavette St., New York 13 
Tamms Silica Co., 228 N. LaSalle 
St., Chicago 1, Ill 


270 W. Lane 


RACKS (Core Oven) 
Found: “quipment C 1831 C 


Rd., Columbus 13, O} 


RADIOGRAPHY (Industrial) 
Eastman Kodak Co., 
Rochester, N. Y¥ 
Radium Chemical Co., Inc., 
570 Lexington Ave., 
New York 22, N. Y 
Tamms Silica Co 228 N 
St., Chicago 1, Ill 


LaSalle 


RADIUM 

Radium Chemical Co In 
70 Lexington Ave., 
New York 22, N. Y¥ 


RAMMERS 


Independent Pneumatic Tool Co., 
600 West Jackson Blvd 
Chicago 6, Ill 


RAPPING PLATES 
Diamond Clamp & Flask Co 
Richmond, Ind. 
Wel man Products C 
1444 E. 49th St., Cleveland 3, O 


REFRACTORIES 
rundum Co., 
Niagara Falls, N. Y 
Carborundum Co., 
Perth Amboy, N. J 
Cleveland Quarries Co., 1740 E 
i2th St., Cleveland 14, O 
s Fire Bri 
Denver Fire Clay C 
301 Blake St., Denver, Colo 
Eastern Clay Products, Ir 


Carbe 


kC Oak Hill, Ohio 


Jackson, O 
Electro Refractories & Alloys Corp 
Vars Bldg., Buffalo 2, N. ¥ 
\ Iker Reft t es (Cc 
ers I oe 





or Brick Co., Ironton, O 
itional Crucible C 
Mermaid Lane and Queen Sts., 
Philadelphia 18, Pa 
Norton Co., Worcester 6, Mass 
Robinson Clay Products C 
1100 Second National Bldg 
\kron, Ohio 
nited States Graphite C< 


S naw, Mich 





REFRACTORY BREAKER CORES 
irbison-Walker Refr tories Co., 
15 rmers B k Bldg 
Pittsburgh 22, I 


Pioneer Mfg. Co., West Allis, Wis 


RESPIRATORS 

Chicago Eye Shield Co., 2300 West 
Varren, Chicago 12 

Mine Safety Appli 
Braddock, Thomas an¢ 
, Pittsburgh 8, Pa 
n Products Inc., Reading, Pa 


Ah 


I 
I 

inces Co 
5 | 

: 

RIDDLES 


izo Mfg. & Distributing Co 
28 W. 46th St., Cl igo 9, In 


"hic 
( 


RIDDLES (Electric) 
mpion Foundry & Machine Co., 
1314 W. 2ist St., Chicago 8, Il. 
Federal Foundry Supply Co., 
1600 E. Tist St., Cleveland 5, O 


Foundry Supplies & Mfg. Co., 
21 Orchard St., Chicago 14, Il 
Great Western Mfg. Co., 


Leavenworth, Kans 


RIDDLES (Hand) 
Federal Foundry Supply C 
1600 Ff Jist St., Cleveland 5, O 


ROD STRAIGHTENERS 
erican Wheelabrator & Equip 






RUBBER LINING MATERIAL 
(Abrasive Resisting) 
Pangborn Corp., Hagerstown, Md 
SAFETY CLOTHING 
er in Opti il C . 
ithbridge, Mass 
Chicago Eye Shield Co., 2300 West 
Warren, Chicago 12, Ill 
Mine Safety Appliances Co 
Braddock, Thomas and 
Sts., Pittsburgh 8, Pa 


Meade 


SALT and SALT TABLETS 

Mine Safety Appliances Co 
Braddock, Thomas and Meade 
Sts., Pittsburgh 8, Pa 


SAND (Core, Molding, Blasting) 
Carpenter Brothers, Inc., 606 West 
Wisconsin, Milwaukee 3, Wis 
ndustrial Silica Corp., 
tambaugh Bldg., Youngstown, O 
232 North Findlay St., 
Pang rborn Corp., Hagerstown, Md 
Producers Core Sand Corp., 
Michigan City, Ind 


—When writing advertisers, please mention THE FouNDREY— 


SAND «Core, Molding, Blasting) 


(Cont'’d.) 
Standard Silica Corp., 209 So. 
aSalle St., Chicago 4, Ill 
ron Silica Co., 38 So. Dearborn 
, Chicago, ul. 
SAND BLAST BARRELS 
‘an Wheelabrator & Equip- 
Co., 505 S. Byrkit St., 
vi iwaka, Ind. 
Hydro-Blast Corp., 2550 N. 
ern Ave., Chicago 47, Ill 
Pangborn Corp., Hagerstown, Md 
Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 
Sly Mfg. Co., W. W., 
4753 Train Ave., Cleveland 2, O 


SAND BLAST CABINETS 

rican Wheelabrator & Equip 
it yo 505 S. Byrkit St., 

\ 1awaka, Ind. 

Pangborn Corp., Hagerstown, Md 


SAND BLAST EQUIPMENT 
American Air Filter Co., 266 Central 
Ave., Louisville 8, Ky. 
Wheelabrator & Equip- 
é Co., Mishawaka, Ind 
Hydro-Blast Corp., 2550 N. 
\ve., Chicago 47, Il. 
Pangborn Corp., Hé eer Md 
1 Mfz. C S860 N, Palmer 
Milwaukee 12, Wis 
Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 
Sly Mfg. Co., W. W., 
Ave., Cleveland 2, O 
SAND BLAST NOZZLES 
American Wheelabrator & 
ient Co., Mishawaka, Ind 
Federal Foundry Supply Co., 4600 
E. Tist St., Cleveland 5, Ohio. 
Company, 
Worcester 6, Mass. 
Pangborn Corp., _ ee. Md 
eme Mf ( 3860 N. Palmer 
Milwaukee 12, Wis 
Sly, W.-W., Mfg. Co., 4753 Train 
Ave., Cleveland 2, O 








Weat- 






American 


Western 


4753 Train 


Equip- 


Norton 


SAND BLAST ROOMS 
American Wheelabrator & Equip- 
ent Co., Mishawaka, Ind 
Hydro-Blast Corp., 2550 N. 
ern Ave., Chicago 47, Il. 
Pangborn Corp., Hagerstown, Md 
emelin Mfg. Co., 3860 N. Palmer 
Milwaukee 12, Wis. 
Sly Mfg. Co., W. W., 
41753 Train Ave., Cleveland 2, O 
SAND BLAST TABLES 
nerican Wheelabrator & Equip- 
ent Co., Mishawaka, Ind. 
‘born Corp., Hagerstown, Md. 
Sly Mfg. Co., W. W 
1753 Train Ave., 


West- 


Cleveland 2,0 


SAND CONDITIONERS 

Beardsley & Piper Co., 
2424 No. Cicero, 
Chicago 39, Ill. 





SAND CONTROL & TESTING 
EQUIPMENT 

Beardsley & Piper Co., 
2424 No. Cicero, 
Chicago 39, Ill. 


Harry W. Dietert Co., 9330A Rose- 
lawn Ave., Detroit 4, Mich. 
National Engineering Co., 549 W 


ishington St., Chicago 6, Ill. 

SAND CONVEYING and HAN- 
DLING EQUIPMENT 

American Air Filter Co., 

ville 8, Ky 

c. Oo “Bartlett & Snow Co., 
6201 Harvard Ave., 
Cleveland 5, O. 

Beardsley & Piper Co., The, 2424 
No. Cicero, Chicago 39, Ill. 

Clearfield Machine Co., 

Clearfield, Pa. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
Wickliffe, Ohio. 

Jeffrey Mfg. Co., 907-99 N. Fourth 
St., Columbus 16, O 

Joy Mfg. Co., Joy Division, 
Pittsburgh, Pa. 


Link 3elt Co., 300 W. Pershing 
Rd., Chicago 9, Il. 
National Engineering Co., 549 W. 


Washington St., Chicago 6, Il. 
Newaygo Engineering Co., 
Newaygo, Mich. 
Osborn Mfg. Co., 5401 
Ave., Cleveland 14, O. 
Penn Iron Works, Reading, Pa. 
Royer Foundry & Machine Co., 
Kingston, Pa. 


Hamilton 
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SAND CONVEYING and HAN- 
DLING EQUIPMENT (Pneumatic) 

Ajax Flexible Coupling Co., 
Westfield, N. Y. 

Clark Tructractor Div. of Clark 
Equipment Co., Battle Creek, 
Mich 

Fuller Company, Catasaucua. Pa. 

Frank G. Hough Co., 
Libertyville, ill. 

Godfrey Conveyor Ce., 

Robins Conveyors Inc., 
New York 5, N. Y. 


Elkhart, Ind 
70 Pine St., 


SAND COOLING SYSTEMS 
Newaygo Engineering Co., 
Newaygo, Mich. 


SAND DRYERS 

Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

Bartlett & Snow Co., C. O., 
6201 Harvard Ave., 
Cleveland 5, O. 


Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, Ill. 

Nichols Engineering & Research 
Corp., 60 Wall Tower, New 
York 5, N. Y. 

SANDERS (Tapered-Spindles) 


Wellman Products Co., 
1444 E. 49th St., Cleveland 3, O 


SANDING MACHINERY 


Oliver Machinery Company, 
Grand Rapids 2, Mich 


SAND MEASURING and WEIGH- 
ING DEVICES 

Baker Perkins Inc., Saginaw, Mich. 

Link Belt Co. 300 W. Pershing Rd., 
Chicago 9, Ill 

National Engineering Co., 549 W. 
Washington St., Chicago 6, Ill 


SAND MIXERS 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind 

Baker Perkins Inc., Saginaw, Mich. 

Beardsley & Piper Co., 2424 N 
Cicero, Chicago 39, Ill 

Blystone Division, 
Standard Sand & Machine Co., 
549 W. Washington Blvd., 
Chicago 6, Ill 

Clearfield Machine Co., 
Clearfield, Pa 

Construction Machinery Corp., 
Waterloo, lowa. 

Link Belt Co., 300 W. 
Rd., Chicago 9, Ill 

National Engineering Co., 549 W. 
Washington St., Chicago 6, Ill 

Royer Foundry & Machine Co., 
Kingston, Pa. 


Pershing 


SAND PREPARATION 
EQUIPMENT 

Ajax Flexible Coupling Co., 
Westfield, N. Y. 

Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis 

American Wheelabrator & 
ment Co., Mishawaka, Ind 

Baker Perkins Inc., Saginaw, Mich. 


Equip- 


Bartlett & Snow Co., C. O., 6201 
Harvard Ave., Cleveland 5, O 
Beardsley & Piper Co., The, 2424 

N. Cicero, Chicago 39, Ill. 
Clearfield Machine Co., 

Clearfield, Pa 
Hydro-Blast Corp., 2550 N. West- 


ern Ave., Chicago 47, Ill 

Jeffrey Mfg. Co., 907-99 N. Fourth 
St., Columbus 16. O 

Moulders Friend, Dallas City, Il 

National Engineering Co., 549 W. 
Washington St., Chicago 6, Ill 

Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, O 

Royer Foundry & Machine Co., 
Kingston, Pa. 

Screen Equipment Co., 
Buffalo 21, N. Y. 

Simplicity Engineering Co., 
Durand, Mich. 


SAND RAMMERS 


Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, Ill 

Chicago Pneumatic Tool Co., 
General Offices: 8 East 44th St., 
New York 17, N. Y. 

Cleco Pneumatic Tool Div., Reed 
Roller Bit Co., Houston, Texas. 

Dayton Pneumatic Tool Co., 
Dayton 1, O. 

Herman Pneumatic Machine Co., 
Union Bank Bidg., 
Pittsburgh 22, Pa. 

Rotor Tool Co., 17325 Euclid Ave., 
Cleveland 12, Ohio. 
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SAND RECLAIMERS 


Hydro-Blast Corp., 2550 N. Western 
Ave., Chicago 47, Ill. 


Jeffrey Mfg. Co., ¥U7 N. Fourth 
St., Columbus 16, O. 
Link Belt Co., 300 W. Pershing 


Rd., Chicago 9, II. 
National Engineering Co., 549 W. 
Washington St., Chicago 6, Ill 
Nichols Engineering & Research 
Corp., 60 Wall Tower, 
New York 5, N. Y. 
Stearns Magnetic Mfg. Co., 
662 S. 28th St., Milwaukee 4, Wis. 


SAND SIFTING and SCREENING 
MACHINERY 
Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 
American Air Filter Co., 
Louisville 8, Ky. 
Bartlett & Snow, C. O., Co., 
6201 Harvard Ave., 
Cleveland 5, Ohio. 
3eardsley & Piper Co., 2424 No. 
Cicero, Chicago 39, Ill. 
Champion Foundry & Machine Co., 
1314 W. 21st St., Chicago 8, III. 
Federal Foundry Supply Co., 
4600 E. Tist St., Cleveland 5, O. 
Foundry Supplies & Mfg. Co., 
2221 Orchard St., Chicago 14, Il. 
Great Western Mfg. Co., 
Leavenworth, Kansas. 


Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, Ill. 
National Engineering Co., 549 W. 


Washington St., Chicago 6, Il 
Royer Foundry & Machine Co., 
Kingston, Pa. 
Screen Equipment Co., 
Buffalo 21, N. Y. 
Simplicity Engineering Co., 
Durand, Mich. 
Pangborn Corp., Hagerstown, Md 
Whiting Corporation, 
15607 Lathrop Ave., Harvey, II. 


SAND STORAGE BINS & GATES 
Bartlett & Snow, C. O., Co., 
6201 Harvard Ave., 
Cleveland 5, Ohio 
Beardsley & Piper Co., 2424 N 
Cicero, Chicago 39, Ill 
Jeffrey Mfg. Co., Columbus 16, O 
Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, II. 
National Engineering Co., 549 W. 
Washington St., Chicago 6, II. 
Neff & Fry Co., Camden, O. 


SANDING MACHINERY 
Portable) 

Skilsaw, Ine 5000 N 
Chicago 30, Ill 


(Electric 


Elston, 


SAWS (Band, Metal, Wood) 
Atlantic Saw Mfg. Co., 
New Haven, Conn. 
Do All Company, Des Plaines, Ill 
Oliver Machinery Company, 
Grand Rapids 2, Mich. 
Parks Woodworking Machine Co., 
1546 Knowlton St., 
Cincinnati 23, Ohio. 


SAWS (Cold Metal) 
Bethlehem Steel Co., 
Do All Company, 
Des Plaines, Ill. 
Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 


Bethlehem, Pa. 


SAWS (Electric Portable) 
Skilsaw, Inc., 5000 N. Elston 
Chicago 30, Ill 


SCALING HAMMERS 


Independent Pneumatic Tool Co., 
600 West Jackson Bivd., 
Chicago 6, Ill. 

Joy Mfg. Co., Sullivan Division, 
Michigan City, Ind. 

Rotor Tool Co., 17325 Euclid Ave., 
Cleveland 12, Ohio. 

Schramm, Inc., West Chester, Pa 


SCREENS (Shake-Out) 
Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis 
Cc. O. Bartlett & Snow Co., 
6201 Harvard Ave., Cleveland 5, O 
Beardsley & Piper Co., 2424 N. 
Cicero, Chicago 39, Ill. 
Jeffrey Mfg. Co., 907 
St., Columbus 16, O. 
National Engineering Co., 549 W. 
Washington St., Chicago 6, III. 
Screen Equipment Co., 
Buffalo 21, N. Y. 
Simplicity Engineering Co., 
Durand, Mich. 


N. Fourth 


SCREENS (Vibrating) 
Ajax Flexible Coupling Co., 
Westfield, N. Y. 
Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 
Link Belt Co., 300 W. 
Rd., Chicago 9, Ill. 
Robins Conveyors, Inc., 
70 Pine St., New York 5, N. Y. 
Screen Equipment Co., 
Buffalo 21, N. Y. 
Simplicity Engineering Co., 
Durand Mich. 


SCREW MACHINE PRODUCTS 


Wellman Products Co., 
1444 E. 49th St., Cleveland 3, O 


SEA COAL 
Federal Foundry Supply Co., 

4600 E. Tist St., Cleveland 5, O. 
Smith Facing & Supply Co., 

1857 Carter Rd., Cleveland 13, O. 
Frederic B. Stevens, Inc., 

Detroit 16, Mich. 


SEPARATORS (Abrasive) 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 

Pangborn Corp., Hagerstown, Md. 


SEPARATORS (Air, Moisture, Oil) 


American Air Filter Co., 
Louisville 8, Ky. 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, Ill. 
Jas. A. Murphy & Co., 
Hamilton, O. 
Pangborn Corp., Hagerstown, Md. 


SEPARATORS (Magnetic) 

Beardsley & Piper Co., 2424 No 
Cicero, Chicago 39, Il. 

Dings Magnetic Mfg. Co., 
4740 W. McGeough, 
Milwaukee 7, Wis. 

National Engineering Co., 
549 W. Washington St., 
Chicago 6, Ill. 

Stearns Magnetic Mfg. Co., 
662 S. 28th St., Milwaukee 4, Wis 


SHAKE-OUT MACHINERY 
Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 
American Air Filter Co., 
Louisville 8, Ky. 
Cc. O. Bartlett & Snow Co., 
6201 Harvard Ave., Cleveland 5, O 
Beardsley & Piper Co., 2424 No 
Cicero, Chicago 39, Il 
Herman Pneumatic Machine Co., 
Union Bank Blidg., 
Pittsburgh 22, Pa. 
Link Belt Co., 300 W. 
Rd., Chicago 9, Il. 
New Haven Vibrator Co., 
131 Chestnut St., 
New Haven 7, Conn. 
Robins Conveyors, Inc., 
70 Pine St., New York 5, N. Y. 
Royer Foundry & Machine Co., 
Kingston, Pa. 
Simplicity Engineering Co., 
Durand, Mich. 


SHAKEOUT MACHINE MOUNT- 
ING PADS 

Fabreeka Products, Inc., 
222B Summer St., Boston, Mass. 


SHOCK ABSORBING PADS 
Fabreeka Products, Inc., 
222B Summer St., Boston, Mass. 


SHOES (Safety) 
Titan Safety Shoe Co., 
212 Essex St., Boston 11, Mass. 


SHOT AND GRIT 
Alloy Metal Abrasive Co., 311 W. 
Huron St., Ann Arbor, Mich. 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
American Steel Abrasives Co., 
Galion, O. 
Carpenter Brothers, Inc., 606 West 
Wisconsin, Milwaukee 3, Wis. 
Cleveland Metal Abrasive Co., 
887 E. 67th St., Cleveland, Ohio. 
Globe Steel Abrasive Co., 
Mansfield, O. 
Hickman-Williams & Co., 
Union Commerce Bldg., 
Cleveland 14, O. 
Metal Blast, Inc., 871 E. 67th St., 
Cleveland, Ohio. 
National Metal Abrasive Co., 
3560 Norton Ave., 
Cleveland 7, O. 
Pangborn Corp., Hagerstown, Md. 
Pittsburgh Crushed Steel Co., 
Pittsburgh 1, Pa. 
Pennsylvania Foundry Supply & 
Sand Co., Ashland & E. Lewis 
Sts., Philadelphia 24, Pa 


Pershing 


Pershing 
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SHOT AND GRIT (Cont'd.) 


Sly Mfg. Co., W. W., 

4753 Train Ave., Cleveland 2, O 
Steel Shot & Grit Co. Inc., 

39 Warren Ave., Boston, Mass 


SHOT (Peening) 

Alloy Metal Abrasive Co., 311 W 
Huron St., Ann Arbor, Mich 
American Wheelabrator & Equip 

ment Co. 
Mishawaka, Ind. 
American Steel Abrasives Co., 
Galion, O. 
Cleveland Metal Abrasive Co., 
887 E. 67th St., Cleveland, Ohio 
Globe Steel Abrasive Co., 
Mansfield, Ohio. 
Metal Blast, Inc., 
Cleveland, Ohio. 
National Metal Abrasive Co., 
3560 Norton Ave., 
Cleveland 7, O. 
Pittsburgh Crushed Steel Co., 
Pittsburgh 1, Pa. 
Steel Shot & Grit Co., Inc., 
39 Warren Ave., 
Boston, Mass. 


871 E. 67th St 


SHOVELS 

Federal Foundry Supply Co 
4600 E. Tist St., Cleveland 5, O 

Frederic B. Stevens, Inc., 

Detroit 16, Mich 

SHOVELS (Power) 

Clark Tructractor Div. of Clark 
Equipment Co., Battle Creek, 
Mich. 

SILICA FLOUR 

Standard Silica Corp., 209 So 
LaSalle St., Chicago 4, Ill 

Wedron Silica Co., 38 So. Dearborn 
St., Chicago, Il. 


SILICON (Briquets) 

Electro Metallurgical Sales Corp., 
30 E. 42nd St., New York 17, 
m. Zs 

SILICON CARBIDE (Briquets) 

Carborundum Co., 

Perth Amboy, N. J. 


SILVERY PIG IRON see Pig tron 
(Silvery) 

SKIMMER BARS 

Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, Il 

SKIMMERS 


Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, Ill. 


Tamms Silica Co., 228 N. LaSalle 
St., Chicago 1, Il. 

SKIP HOISTS 

Beardsley & Piper Co., The, 2424 


No. Cicero, Chicago 39, Ill 
Gardner-Denver Co., Quincy, Ill 
Link Belt Co., 300 W. Pershing 

Rd., Chicago 9, Ill. 

National Engineering Co., 549 W 

Washington St., Chicago 6, Ill 
Whiting Corporation, 

15607 Lathrop Ave., Harvey, Ill 


SLIP FLASKS 

Adams Co., Dubuque, Iowa 

Hines Flask Co., 1324 Hird Ave., 
Cleveland 7, O. 


SLINGS (Chain) 
Jeffrey Mfg. Co., Columbus 16, O 
Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, Ill 
S. G. Taylor Chain Co., 
Hammond, Ind. 


SLIP JACKETS 

Adams Co., Dubuque, Iowa 

Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, Ill 

Federal Foundry Supply Co., 
4600 E. T7ist St., Cleveland 5, O 

Freeman Supply Co., 1152 Broad- 
way, Toledo 5, O. 

Fremont Flask Co., Fremont, O 

Hines Flask Co., 1324 Hird Ave., 
Cleveland 7, O. 


SMELTERS & REFINERS 

American Smelting & Refining Co., 
120 Broadway, New York 5. 

Christiansen Corp., 1 North LaSalle 
St., Chicago 2, III. 

Niagara Falls Smelting & Refining 
Corp., 2204 Elmwood Ave., 
Buffalo 17, N. Y. 


SNAGGING WHEELS—See ABRA- 
SIVE WHEELS 
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SNAP FLASKS 


iams Co., Dubuque, Iowa. 
amond Clamp & Flask Co., 
tichmond, Ind. 

nes Flask Co., 1324 Hird Ave 
Cleveland 7, O. 


SODA ASH 
reules Powder Co., 
Wilmington 99, Del. 
athieson Alkali Works, Inc., 
60 E. 42nd St., New York 17, N.Y. 


SOLDER 


merican Smelting & Refining Co., 
120 Broadway, New York 5. 


SPECIAL FOUNDRY ALLOYS 
Vanadium Corp. of America, 420 
Lexington Ave., New York, N. Y. 


SPIEGELEISEN 

Electro Metallurgical Sales Corp., 30 
E. 42nd St., New York 17, N. Y. 

SPRAY GUNS 

Murphy & Co., Jas. A., 

Hamilton, O. 

New Haven Vibrator Co., 131 
Chestnut St., New Haven 7, 
Conn. 

SPRUE CUTTERS 

Adams Co., Dubuque, Iowa. 

Freeman Supply Co., 

Toledo 5, O. 
Milwaukee Chaplet & Mfg. Co., 
1023 S. 40th St., 
Milwaukee, Wis. 
STEEL (High Speed) 
Bethlehem Steel Co., Bethlehem, Pa. 


STEEL (Structural) 

Alter Company, 1702 Rockingnam 
Rd., Davenport, lowa. 

American Bridge Co., 
Pittsburgh 19, Pa. 


STRIPPING MACHINES 

Adams Co., Dubuque, Iowa. 

Champion Foundry & Machine Co., 
1814 W. 2ist St., Chicago 8, III. 

Davenport Machine & Foundry Co., 
Davenport, lowa. 

International Molding Machine Co., 
2608 W. 16th St., Chicago 8, III. 
Milwaukee Foundry Equipment Co., 
3238 W. Pierce St., 

Milwaukee, Wis. 


SURFACE TREATMENT METALS 


N. Ransohoff, Inc., 208 W. 7ist St., 
Cincinnati 16, O. 


TAPER PINS 


Standard Horse Nail Corp., 
New Brighton, Pa. 


TEMPERATURE CONTROLLERS 
Brown Instrument Co., Div Min- 
neapolis-Honeywell Regulator Co., 
1462 Wayne Ave., 
Philadelphia 44, Pa. 
Illinois Testing Laboratories, 418 
N. LaSalle St., Chicago 10, Ill. 
Marshall Co., L. H., 270 W. Lane 
Columbus 1, O. 


TESTING EQUIPMENT 

Detroit Testing Machine Co., 
19390 Grinnell Ave., 
Detroit 13, Mich. 


TESTING LABORATORIES 


Harry W. Dietert Co., 9330A Rose- 
lawn Ave., Detroit 4, Mich. 


TESTING MACHINES (Tensile) 
Detroit Testing Machine Co., 
19390 Grinnell Ave., 
Detroit 13, Mich. 


THERMOCOUPLES 

Brown Instrument Co., Div Min- 
neapolis-Honeywell Regulator Co., 
4462 Wayne Ave., 
Philadelphia 44, Pa. 

Lilinvis Testing Laboratories, 418 N. 
LaSalle St., Chicago 10, Ill. 

Marshall Co., L. H., 270 W. Lane, 
Columbus 1, O. 

Tamms Silica Co., 228 N. LaSalle 
8t., Chicago 1, Ill. 


TIERING MACHINES (Power) 

Clark Tructractor Div. of Clark 
Equipment Co., Battle Creek, 
Mich. 


TIMERS (Electric) 

Herman Pneumatic Machine Co., 
Union Bank Bldg., 
Pittsburgh 22, Pa. 


TIN 
American Smelting & Refining Co., 
120 Broadway, New York 5, N. Y. 


THE FOUNDRY 


TONGS 


Industrial Equipment Co., 
Minster, O. 


TOOLS, CUTTING (Carbide) 


Severance Tool Industries Inc., 
Saginaw, Mich. 


TOOLS (Electric Portable) 
Skilsaw, Inc., 5000 N. Elston, 
Chicago 30, Ili 


TOOLS (Pneumatic Portable) 


Chicago Pneumatic Tool Co., 
8 East 44th St., 
New York 17, N. Y. 

Cleco Pneumatic Tool Div., Reed 
Roller Bit Co., Houston, Texas. 

Dayton Pneumatic Tool Co., 
Dayton 1, O. 

Gardner-Denver Co., Quincy, Il. 

Independent Pneumatic Tool Co., 
600 West Jackson Blvd., 
Chicago 6, IIl. 

Ingersoll-Rand Co., 11 Broadway, 
New York 4, N. Y. 

Joy Mfg. Co., Sullivan Division, 
Michigan City, Ind. 

Schramm Inc., West Chester, Pa. 


TORCHES and BURNERS 
(Acetylene, gas, oil) 
Freeman Supply Co., Toledo 5, O. 
Linde Air Products Co., 

30 E. 42nd St., New York 17. 
North American Mfg. Co., 

4455 E. 71st St., Cleveland 4, O. 


TOTE BOXES (see ‘‘BOXES- 
TOTE”’) 


TRACTOR (Gas Powered) 
Clark Tructractor Div. of 
Clark Equipment Co., 

Battle Creek, Mich. 


TRAMRAIL SYSTEMS 


American MonoRail Co., 

13104 Athens Ave., Cleveland 7, 
oO. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
1155 East 283rd St., Wickliffe, O. 

Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, Ill. 

Modern Equipment Co., 

Port Washington, Wis. 


TROLLEYS 

Curtis Pneumatic Machinery Co., 
1922 Kienlen Ave., 
St Louis 20, Mo. 

Modern Equipment Co., 

Port Washington, Wis. 
TRUCK BATTERIES (Industrial) 
Electric Storage Battery Co., 

Allegheny Ave. at 19th St., 

Philadelphia 3, Pa. 

TRUCK CRANES 
Hughes-Keenan Co., 
Mansfield, Ohio. 
TRUCKS (Dump) 


Phillips Mine & Mill Supply Co., 
2227 Jane St., Pittsburgh 3, Pa. 


TRUCKS (Power Lift) 


Clark Tructractor Div. of 
Clark Equipment Co., 
Battle Creek, Mich. 


TRUCK WHEELS 

Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis. 

TRUCKS (Core Oven) 


Foundry Equipment Co., 
lumbus Rd., Columbus 13, 


1831 Co- 
Ohio. 


TUMBLING BARRELS 


Cleveland Chaplet & Mfg. Co., 
1197 West 67th St., 
Cleveland 2, O. 
Haynes Foundry Equipment Co., 
814 Ada St., Kalamazoo 21, Mich. 
N. Ransohoff Inc., 208 W. 71st St., 
Cincinnati 16, O. 
Sly Mfg. Co., W. W., 
4753 Train Ave., Cleveland 2, O. 
Tabur Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 
Whiting Corporation, 
15607 Lathrop Ave., Harvey, Ill. 


TURNTABLES 
Beardsley & Piper Co., The, 
2424 No. Cicero, Chicago 39, Ill. 
Modern Equipment Co., 
Port Washington, Wis. 
Newaygo Engineering Co., 
Newaygo, Mich. 
Whiting Corporation, 15607 Lathrop 
Ave., Harvey, Il. 


VALVES (Air, Water, Steam) 


Cleveland Vibrator Co., 
2828 Clinton Ave., W., 
Cleveland 13, Ohio. 

Flex Rite Valve & Mfg. Co., 
Tulsa 3, Oklahoma. 

North American Mfg. Co., 
4455 E. 71st St., Cleveland 4, O. 


VALVES (Adjustable Orifice) 
North American Mfg. Co., 
4455 E. Tist St., 
Cleveland 4, Ohio. 


VALVES (Blow-off and Cut-off) 


Champion Foundry & Machine Co., 

1314 W. 21st St., Chicago 8, Ill. 
Cleveland Vibrator Co., 

2828 Clinton Ave., W., 

Cleveland 13, Ohio. 

Wm. H. Nichols Co., Richmond 

Hill, Long Island 18, N. Y. 
VENTILATING SYSTEMS 
American Wheelabrator & Equip- 

ment Co., Mishawaka, Ind. 
Joy Mfg. Co., La-Del Division, 

New Philadelphia, Ohio. 
Newcomb-Detroit Co., Inc., 

5741 Russell St., Detroit 11, Mich. 
Pangborn Corp., Hagerstown, Md. 
Schneible Co., Claude B., 

2827—25th St., Detroit 16, Mich. 
Ww. W. Sly Mfg. Co., 4753 Train 

Ave., Cleveland 2, O. 

Swartwout Co., 18511 Euclid Ave., 

Cleveland 15, Ohio. 


VENTILATORS (Roof) 
Swartwout Co., 18511 Euclid Ave., 
Cleveland 15, Ohio. 


VENTS (Core Box) 

Champion Foundry & Machine Co., 
1314 W. 21st St., Chicago 8, Ill. 

Demmler & Bros., Wm., 
Kewanee, Ill. 

Cc. M. Smillie & Co., 1100 Wood- 
ward Hgts. Blvd., Ferndale, Mich. 


VIBRATION REDUCTION PADS 


Fabreeka Products, Inc., 
222B Summer St., Boston, Mass. 


VIBRATORS 


Adams Co., Dubuque, Iowa. 

Beardsley & Piper Co., 

24124 No. Cicero, Chicago 39, Ill. 

Cannon Vibrator Co., 111 Power 
Ave., Cleveland 14, Ohio. 

Cleveland Vibrator Co., 

2828 Clinton Ave., W., 
Cleveland 13, Ohio. 

Davenport Machine & Foundry Co., 
Davenport, Iowa. 

Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, O. 

Foundry Supplies & Mfg. Co., 

2221 Orchard St., Chicago 14, Ill. 

Freeman Supply Co., 1152 Broad- 
way, Toledo 5, O. 

Herman Pneumatic Machine Co., 
Union Bank Blidg., 
Pittsburgh 22, Pa. 

Link Belt Co., 300 W. 
Rd., Chicago, Ill. 

Milwaukee Foundry Equipment Co., 
3238 W. Pierce St., 

Milwaukee, Wis. 

New Haven Vibrator Co., 131 Chest- 
nut St., New Haven 7, Conn. 

Nichols Co., Wm. H., Richmond 
Hill, Long Island 18, N. Y. 

Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, O. 

Pennsylvania Foundry Supply & 
Sand Co., Ashland & E. Lewis 
Sts., Philadelphia 24, Pa 

S P O Incorporated, 7500 Grand 
Division Ave., Cleveland 5, O 

Syntron Company, Homer City, Pa. 

Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 


Pershing 


VIBRATORS (Core Bench) 

Cleveland Vibrator Co., 
2828 Clinton Ave., W., 
Cleveland 13, Ohio. 


VISES (Alr Operated) 


Van Products Co., 
Erie, Pa. 


WASH ROOM EQUIPMENT 


Bradley Washfountain Co., 
Box 732, Milwaukee 1, Wis. 


WAX (Core, Vent, Pattern) 

P.M.S. Co., 1701 Power Ave., 
Cleveland 14, Ohio. 

United Compound Co., Inc., 
328 South Park Ave., 
Buffalo 4, N. Y. 
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WEDGES (Foundry) 

Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, Il. 
Sterling Wheelbarrow Co., 7100 W. 

Walker St., Milwaukee 14, Wis. 


WELDING GAS 


Air Reduction Sales Co., 60 East 
42nd St., New York 17, N. Y. 


WELDING APPARATUS (Electric 
Are) 

Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

Air Reduction Sales Co., 6Q East 
42nd St., New York 17, N. Y. 

Harnischfeger Corp., 
4411 W. National Ave., 
Milwaukee 14, Wis. 


WELDING and CUTTING 
APPARATUS and SUPPLIES 
Air Reduction Sales Co., 60 East 
42nd St., New York 17, N. Y. 
Linde Air Products Co., 

30 E. 42nd St., 
New York 17, N. Y. 


WELDING ELECTRODES (Car- 
bon) 

National Carbon Co., Carbon Prod- 
ucts Div., 30 E. 42nd St., 
New York 17, N. Y. 


WELDING RODS & ELECTRODES 
Air Reduction Sales Co., 60 East 
42nd St., New York 17, N. Y. 

International Nickel Co., Inc., 
67 Wall St., New York 5, N. Y. 


WITEELBARROWS 

Construction Machinery Corp., 
Waterloo, Iowa. 

Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis. 


WHEELS, ABRASIVE (Cut-off) 

Bay State Abrasive Products Co., 
Westboro, Mass. 

Carborundum Co., 

Perth Amboy, N. J. 

Electro Refractories & Alloys Corp., 
Vars Bidg., Buffalo 2, N. Y. 
Independent Pneumatic Tool Co., 
600 West Jackson Bivd., 

Chicago 6, IIL. 

Raybestos Manhattan, Inc., 
Manhattan Rubber Division, 
Passaic, N. J. 

Norton Company, 

Worcester 6, Mass. 

Peninsular Grinding Wheel Co., 
729 Meldrum Ave., Detroit, Mich. 

Simonds Abrasive Co., Tacony & 
Fraley Sts., Philadelphia 37, Pa. 

Sterling Grinding Wheel Division, 
Cleveland Quarries Co., 

Tiffin, Ohio. 


WHEELS (Wire) 
Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, O. 


WIRE BENDERS 

Redford tron & Equipment Co., 
21315 W. McNichols Rd., 
Detroit, Mich. 


WIRE BRUSHES 

Independent Pneumatic Tool Co., 
600 West Jackson Bivd., 
Chicago 6, III. 

Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, O. 


WIRE CUTTERS 

Redford Iron & Equipment Co., 
21315 W. MecNichols Rd., 
Detroit, Mich. 


WOODWORKING MACHINERY 
Do All Company, Des Plaines, II. 
Freeman Supply Co., 1152 Broad- 
way. Toledo 5, O. 
Oliver Machinery Co., 
Grand Rapids 2, Mich. 
Parks Woodworking Machine Co., 
1546 Knowlton St., 
Cincinnati 23, Ohio. 


X-RAY EQUIPMENT 


Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 


X-RAY FILMS 


Eastman Kodak Co., 
Rochester, N. Y. 


ZINC 


American Smelting & Refining Co., 
120 Broadway, New York 5, N.Y. 
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Help Wanted 


ATTENTION! 
BRASS, BRONZE, ALUMINUM 
INGOT SALESMEN 
AND SALES REPRESENTATIVES 


Established manufacturer of highest-quality) 
brass, bronze, and aluminum ingot has opening 
in all sections of the Middle West for successful 
sales representatives who are now selling to non 
ferrous foundries in that territory Will con 
sider qualified individuals and also established 
sales organizations handling non-competing prod 
ucts Liberal commission Advance for ex 
penses, if needed Exclusive territory. Not a 


pioneering project, but a bona fide expansior 
program, offering those having the requisite ex 


and 
for 
basis 


perience 
business 
permanent 


ability an 
themselves on a 
Reply in detail, giving 


opportunity to go inte 
profitable and 
experi 


ence, record of accomplishment, present require 
ments, territory interested ir ind references 
References will not be contacted without per 
mission All correspondence confidential Our 


know of this advert 


BOX 


salesmen isement 


716 


THE FOUNDRY CLEVELAND 13, OHIO 


GREY IRON 
FOUNDRY FOREMAN 


Several openings available for capable, qualified 
men with experience in supervising operations or 
molding lines, cleaning room or cupola. This ts 
one of the largest, most progressive grey iron 
foundries in the country, highly mechanized- 
high speed production. Ample advancement op 
portunities and adequate compensation for the 
right persons. State in reply complete record of 
past experience, age and salary desired. Ad 
dress: Box 680, The FOUNDRY, Cleveland 13 
Ohio 


BRONZE FOUNDRY FOREMAN 


For new modern foundry on art bronze castings 


skin dried, dry sand and core assembly mold 
Able to train molders and coremakers in the 
casting of bronze tablets honor rolls grave 


markers and commercial plates and signs Must 


have practical background Position has 


opportunity for advancement 


BOX 785 


THE FOUNDRY CLEVELAND 13, OHTO 


GENERAL FOREMAN 


Well estab hed gray V ! ipacity 
for 110) employee located ! wer Michigar 
Operating jobbing floors queezet and rock 
over \pplicant must know ill phases of 
foundry peratior be capable f aking hig 
qualit castings ible to handle men ind be 
< t ninded Excellent ppor nity f id 


vancement Must be under 40 
BOX 752 
The CLEVELAND 13, 


FOUNDRY OHO 


SAND CONTROL MAN 
Experienced tn sand control for gray iron found 


ry out of state Prefer metallurgist who has 
specialized in sand and quality control Write 
in detail experience, references, education and 
salary requirements Address Box 769, The 


FOUNDRY, Cleveland 13, Ohto 


PATTERN SHOP FOREMAN 
New England area has excellent 
opening for young, progressive steel foundry 
pattern shop foreman Ability to direct con 
struction and rigging of patterns and knowledge 


Steel foundry in 


of foundry operations required. In replying, give 
details of experience, salary desired, etc All 
replies kept confidential. Address: Box 718, The 


FOUNDRY, Cleveland 13, Ohio 
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Help Wanted 


PATTERNMAKER OR FOUNDRYMAN 











With we rounded business and some se¢e gz ex 
perience »> train as exec ve ass int in old es 
tablished Ohio manufacturing and distributine 
busine Age 30-45 Must be energetic ind 
self-starter Able to get along witl ind direct 
others This job will pay a alary n keeping 
with your past record plus ar neentive bont 
worth working for TI Ss a permanent pe 
tion and not for dreamers or floaters In apply 
I f nish record of er ind ref 
erence r previous positior Also, educa 
tior nationality and church affiliatior Non-re- 
turnable photo desirable \ddre Box 82: 
The FOUNDRY, Cleveland 13, Ol 

MOLDING FOREMEN 
Two experienced molding foremen with expe! 
ence ir indslinger jolts and squeezers for i 
large gra iron semi-productior shop making 
pressure castings from 5 to 300 pounds Must 
be capable of organizing and directing men 
Only experienced supervisor need ly Give 
iil references listing size of hops, number of 
people supervised and type of work performed 
n first letter \ddress: Box 808, The FOUND 
RY Cleveland 13, Ohio 

WORKING FOREMAN 
To take charge of 12 squeezer floors running 
light grey iron castings n obbing foundry 
Must know sand and how to handle men. Should 
have knowledge of cupola operations and some 
core work State alary expected ind your 
qualific ns \ddress The FOUNDRY 


Cleveland 13, O 


WANTED 


Agent familiar with steel castings to solicit in 
Ohio area State qualifications Address Box 
799, The FOUNDRY, Cleveland 13, Ohio 
SALES REPRESENTATIVE 
For Texas ind Tennessee well ntroduced r 
foundry and die casting trade for a mid-westerr 
chem il manufacturing company \ddre Box 
S20, The FOUNDRY, Cleveland 13, Ol 
FOUNDRY FOREMAN 
For gray iror brass bronze and iluminum 
bbing hop n Eastern Virginia Must be 


capable of taking complete charge of foundry 








operations Submit experience ige references 
ind salary desired \ddre Box The 
FOUNDRY, Cleveland 13, OF 

FOUNDRY MANAGER 
For general management of forty molder gray 
ron foundry in Ohio Practical foundry ex 
perience on medium heavy job work and pri 











duction work Also executive ind business 
ibility \ substantial position with company af- 
filiated with nationally knowr organization 
College technical education pre red Ad 
dress Box 813, The FOUNDRY Cleveland 13 
oo? 
COREROOM FOREMEN 

© experienced coreroom foremen for a large 
gray ron semi-production } Need men 
experienced on semi-productior for pressure 
casting ranging from 5 to 300 pounds Cores 
ire made on rollover, bench and blowers Must 
be capable of organizing ind lirecting mer 
Only experienced supervisors need apply Give 
complete references listing size f hops, num- 
ber of people supervised and type work per 
formed ddress Box s09 The FOUNDRY 
Cleveland 13, O) 

REPRESENTATIVES 

W » Se direct t t le Ex ve ter 
ritory very good sior See idver 
tisement page No 141 January 1948 ssue 
\ddres MIDWEST LIGHTING PRODUCTS 
co 1357 BEACH PARKWAY CLEVELAND 


7, OHIO 


COREROOM FOREMAN 





Southwest jobbing grey ror indry f long 
nding Must have knowledge f core blowers 

blowing techniques, sand analy binde sand 
xes for all types of res I ling b I 
Steady ¢ ployment Submit recent 1 Zz I 
ind mplete work |} y \ é i or 

n first letter St t nfidence as 

sted Address: Box 81S, The FOUNDRY 





Cleveland 13, Ohio 






LS ing t 
Help Wanted 


GENERAL MANAGER 
FOR GRAY IRON FOUNDRY 


opportunity for a 


who is qualified by educatior trair 
cessful experience to take complete 
foundry business A record of pe 

top executive of a foundry operatior esse 
Annual base salary starts at $10,006 
related to result Successful 

earn $15,000 to $20,000 ir second 

tion Mid-west Replie held confident 


Box S831 The FOUNDRY Cle 


dress 


QOnio 


Positions Wanted 


ALUMINUM FOUNDRY ENGINEER AND 
EXECUTIVE 

Graduate metallurgist fourteen year expe 
ence in sand, permanent mold and pre 
ing of aluminum Experience ir idé 
precision casting of other nonferrous a y Re 
ord includes technical, metallurgica sul 
and managerial experience Would like t 
with progressive company Address Box 


The FOUNDRY, Cleveland 13, Ot 

OR ASSISTANT 
foundry work A ge 8 Ex 
and 


SUPERINTENDENT 
Over 20 years in 
perienced in alloyed 


semi-steel i 
itendent Mar 








Ten years foreman and superint 

years control of foundry sands Fam r wW 

cupola operation foundry equipmen etl 

and costs Address: 3ox 762, The FOUNDRY 


Cleveland 13, Ohio 


FOUNDRY SUPERINTENDENT OR MANAGER 


Practical foundryman—McLain’s Graduate 
many years’ experience in production superv 
of gray iron, semi-steel, brass, bronze 
minum in jobbing, semi-production and 
anized foundry setups; engaged in sand 
fugal and precision casting. Presently 

as foundry superintendent-plant engineer Desir 
change Address: Box 756, The FOUNDRY 
Cleveland 13, Ohio. 





employer 


TECHNICAL FOUNDRY EXECUTIVE 





Desires opportunity with progressive ( 

irea manufacturer having foundry 

operations Graduate engineer, ten yea! te 
nical and foundry operating experience, exceller 
record in industrial relations, cost proced 
ind industrial engineering Addre Box & 
The FOUNDRY, Cleveland 13, OF 


SAND CONTROL 
Young married man, 10 
perience in mechanized jobbing foundrie Inter 


years’ san ntr ex 


sive knowledge of core sands, core sand add 
tions, core oils, synthetic resins, molding sand 
both natural and synthetic, core blowing syster 
sands, core sand reclamations and f I 
tice Excellent references Addre Box 77 
The FOUNDRY, Cleveland 13, Ol 
FOUNDRY EXECUTIVE 
Desires connection with progre ef 
e p t é 
I il ind Seve 
Ssitior witl x 
supe tendent 
Box S814 I I 





FOUNDRY SUPERINTENDENT 
Twenty-five years’ experience as foundr 
intendent, practical molder and core n 
read blueprints, mix by analysis and 
stand cupola thoroughly At present 
Address: Box 731, The FOUNDRY 
13, Ohio 








GRAY IRON AND STEEI 
EXPERIENCED 17 YI 5 
IRON AND STEEI 

RESPONDENCE, SCI 


ARS 





“Pryr’rsgs 
| ING 


CONTROL AND COST BREAKDOWN S 
NEW CONNECTION FOR COMI 
FORMATION ADDRESS BOX S2 
FOUNDRY, CLEVELAND 13, OHIO 


February, 1948 


THE FOUNDRY 








ar 
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nd 














C, lassified Advertising 


Positions Wanted 


FOUNDRY FOREMAN 


ble foundry ur 10 yea ld wit 20 
experience I et t 1 
shop l er ve € r 
i raft We ( preferred 
to I t ! € profi b s 
es Box The FO RY Cleveland 


SUPERINTENDENT OF MAINTENANCE 
OR PLANT ENGINEER 





teer years experience uper f al 
electrical and mechanical maintenance and 
ructior We qualified for eff ent opera 
plant lay ind proce ! ning 
irnish best ence idre Box 
The FOUD RY Cleveland 1 oO} 


GRAY IRON GENERAL FOREMAN 


ble ( handling all foundry ctivities 
g I nifolds burner mixing tubs 
very thir sting Expert ir ind control 
ind core Will go anywhere ddres 
x 803, The FOUNDRY, Cleveland 13, Ohio 


ALUMINUM PERMANENT MOLD FOUNDRY 
ENGINEER 

'WENTY-FIVE YEARS’ EXPERIENCE. COOK- 

ING UTENSIL SPECIALIST OR ANYTHING 

OU WANT MADE. FULL OR PART TIME 

ADDRESS: BOX 667, THE FOUNDRY, CLEVE- 

LAND 13, OHIO. 


GRAY IRON FOUNDRY OPERATOR 


Experienced manager with a qualified record in | 


duction and sales of diversified quality cast 
ngs, either continuous or conventional operation 


Prefer foundry that can make full use of a sea 

soned and mature background Address Box 
77 The FOUNDRY, Cleveland 13, O} 

SUPERINTENDEN 

nts position as foundry iperintendent. Prac 

mar Nine years molding remaking and 

ting with ten vears as foundry iperintendent 

light to heavy obbing and production work 

furnish reliable estimates on foundries. Ad 

ess 30x S825, The FOUNDR Cleveland 13 


EXPERIENCED FOUNDRYMAN 





ng. married n with seven years’ experi 
e in foundry production contr purchasing 
ynne ind ne Fair } wledge of all 
€ f foundry york and ca nish ref 
es Would e t be« e a pa f any 
gre € ganizatior W nz wate any 
ere \ddres Box 822 The FOUNDRY 


veland 13, Ohi« 


SALES ENGINEER OR FOUNDRY 
EQUIPMENT REPRESENTATIVE 


years old with 25 years’ experience in layout 
gr installat and operatior of foundry 
pment throughout entire J nt ncluding 
int engineering maintenance I nt ivout and 
urement Desire a or part time connection 
reter westerr New Y rK area \ddress Box 
The FOUNDRY Cleveland 13, Ol 


GRAY IRON FOREMAN 
ints position in small or medium size shop 
w foreman in California Address: Box 800 
e FOUNDRY, Cleveland 13, Ohi« 


OUNDRY SUPERINTENDENT 


pable gre ve gray D nd malleable 
nd é € d is 
irv De € fic e and 
t four r Twe eig year 
tical experie e and te r edge t 
bing ind I luctior f € I 
b € v it t | t 
I d malleable i 
t p eloy yg i ay € 
entifi I ove i€ 
luplexing ¢ Box §& The FOUN 
( t € ‘ qr 
PERMANENT MOLD EXECUTIVE 
flight permanent rY 1 exe t € ind er 
neer, 27 year experience Know phases of 
nes Addre Box S81 The FOUNDRY 
ve I 1 © 


February, 1948 


THE FOUNDRY 





Positions Wanted 


PATTERNMAKER 





First cla on W d and met pable f « 
iting \ la it nd 
work ir p Capable f takir € 
. kir emar nsn 1 ¢ 
shop ’ ear patterr I 
patte with prod ) 
terns } t ed now Le r 
respor ble ob where knowing patterns ( 
to make patterns is desired Experience w 
core blow zr, gates and matchplates A\ddre 
30x 782, The FOUNDRY, Cleveland 13, Ol 
ASSISTANT SUPERINTENDENT 
: int t ferrous f I \ iperintende 
Know é il me g ) 
et} i 1 quality \le Fs 
che excellent § gé ex 
ence ipery prety 
nd Desire px T eading t é 
ender M ed 17 ye \ € I 
S30 e FOUNDRY, Cleve l Oo 


Accounts Wanted 


MANUFACTURER'S REPRESENTATIVE 


Agere é experienced enginee f ndr 
we icqu nted and establ “A fe 
nonferr indries in O} Vestern New Y 
d Per inia can € er indle ¢ 
qual ndry supplies nd equipment CS 
sion ba Good reference \ddre B 
S10, The FOUNDRY, Cleveland 1 or 


Opportunities 


90 PER CENT OF THE CUPOLAS MELT 


UP TO ONLY 50 TO 60 PER CENT 


capacity per hour—although the best and hottest 
iron is produced only when cupola is operated 
Report on your cupola may 
prove an eye-opener—usually the savings are 
Every pound of steel used in cupola 
mixtures reduces cost and increases strength 20 
because steel is purer than the most 


to its capacity. 
surprising 


to 60%, 


expensive pig iron. Watch the scrap pile 


statistics prove casting losses can be held be- 
tween 1 to 5% depending on the line of work 
Our system is not an expense—but a valuable 


investment. Synopsis free. 


McLAIN’S SYSTEM INC. 
236 E. NORTH AVE. 
MILWAUKEE, 12, WIS. 


CONTROLLED COMBUSTION 
FOR CUPOLAS 


Melt Y hotter and cleane vit € KK 
tior I é the melting e burr 
elin bridging, z eane ( t I 
€ ite can be € € ) or 
heat Literature n reque 


ZIPPLER TUYERE sYSTEM 
19302 RIVERWOOD AVE, 
ROCKY RIVER 16, OHIO 


OPPORTUNITY 


We can furnish empty tight and slack wooden 
products 


ADDRESS: BUCKEYE COOPERAGE STATION 


barrels also steel drums for your 


C.P.0. BOX 1501, CLEVELAND, OHIO 


Capacity Wanted 


CAPACITY 


Require squeezer and rollover pacity f 

to 100 tons weekly, core i f 

ngs. Lamp bases, plumbing pecialtie a 
bases and electrical fit x e full deta 


Address Box 765 The FOUNDNY Cleve 
13 Ohi 


Squeezer, jobbing, 
‘astings 
refer squeezer assignments from mid-west sec- 
ion near our Kansas plant. 
The FOUNDRY, Cleveland 13, Ohio. 


and medium size gray iron 
sample 
RD 3, Lititz, Pa 


Open Capacity 


OPEN CAPACITY 


I ty n grey iron foundry Water- 
burne bench, pumper and floor work 
P.O. Box 321, Belleville, Illinois 


PATTERNS 


( : wit modern equipment and 


te! ke n take wood and metal 
e §; i ind real metal cope 
g ¢€ pment with core blowing and 
tings at lowest possible 
\ddress: Box 821, The 

} ( é Ohi« 

CAPACITY 

“ atic sand handling foundry 
eezer k desires a connection with user 
ime product Address 30x 792, The 


DRY, Cleveland 13, Ohio 


OPEN CAPACITY 
rollover work in grey iron 
Quality and prompt service assured. 


Address: Box 339, 


ANNOUNCING 
MALVERN FOUNDRY CO, 
MALVERN, ARKANSAS 
ndry i pen capacity for small and 


Ze f i ron castings ranging Ww 
f ! 1 t M b end sample Ad 
MALVERN SOUNDRY ‘oO BOX 141 

\ * \ } Wn _ 


AVAILABLE CAPACITY 


foundry has open capacity to supply small 
castings. Send 


Address: OREGON CASTINGS CO., 


CASTINGS 


Grey Iron 
10 to 300 Ibs. 


FISHER & NORRIS 
TRENTON, N. J. 


OPEN CAPACITY 
ndry in New England has open capacity for 
le casting of all kinds Quality and 
service assured Address: Box 780, The 
RY, Cleveland 13, Ohio 





PATTERNSHOP 

t over your present pattern 

is separate department 
experience with wood metal 

ter! I t i mechanic on bench and 


f é I \ddres Box 68a The 


terest Ke 


p 
R\ Cleve nd 13, Ohio 


GRAY IRON CASTINGS 


nedium runs on squeezers and 


BAY CITY FOUNDRY CoO. 
46th & WEBSTER 
BAY CITY, MICHIGAN 


Foundries for Sale 


GREY IRON FOUNDRY 


t or lease 24” cupola 1 

e ] pattern draw core 

€ e¢ 0 ton pig and scrap 

I nent Address 30x 735 
FOUNDRY‘ Cleveland 14, Ohio 

293 


C lassifi 


Foundries for Sale 


FOUNDRIES FOR SALI 
Well equipped gray ron f ndry Prod es 25 
tons casting dail Ver t fitable Rea 
sonab I ed. Wea have ‘ irie 
to offe 
EDWARD HH. ZOLI 
790 BROAD ST., NEWARK 2, N. d 
MARKET 3-4539 
FOR SALE 
Fl la aluminum foundry makir t fo 
hardware and novelty de re i due to 
family change G 4 b ne gz good 
profit with owner operation and three men. Met 
il and equipment—$11,000 beings i for $7300 
half « t \ddre 1s20 H PER ST JACK 
SONVILLE, FLA 
GREY IRON FOUNDRY 
FOR SALE 
Complete with pattern and machine shop. Going 


business with 27 years’ successful operation 
Ideal location in growing industrial section of 
Texas Well established demand for product. | 
Price $125,000 Terms Address: Box 612, | 


The FOUNDRY, Cleveland 13, Ohio | 


GRAY IRON FOUNDRY FOR SALE 

Brick, fireproof building—-late construction. 200 
x 40 ft. with a #3 Whiting cupola inciuding | 
all other equipment and raw material on hand. | 
Near by coke plant and at railroad. In the steel | 
section of Western Pennsylvania Good reason 
for selling Address; Box 817, The FOUNDRY, 
Cleveland 13, Ohio 


Wanted-To-Buy | 
WANTED | 
We are interested in warehousing and selling all 
items of foundry equipment and supplies in the 
East which are backed by experienced and 
aggressive selling organizatior What do you 
have to offer us? Address: Box S73, Reading 
Pa | 


WANTED 


Monorail track needed S000 ft \ carrier 


cars What have 


PLUMBING FIXTURE CORP. 
PENNSYLVANIA 


NATIONAL 
ELLWOOD CITY, 


WANTED 
$3 Hines pop-off alumir lash | x 14 
cope ¢ dra , 
| 
1 cup i nar ng vheelbat \ tee t 
tior ipproximately 14 cu. ft. capacity 
RIVERSIDE FOUNDRY 
BETTENDORF, LOWA 
WANTED 
Cupola, 72 heet dia-——must be " 1 cond 
tior Also ne Beard y & Piper ind nger 
ramming unit 19” head tip 10) hp motor 
1200 rpm \ddre NATIONAL PLUMBING 
FIXTURE CORP ELLWOOD CITY, PA 
WANTED 
l—-core over drawer type, ga fired ipprox 
mately 250,000 BT \pr ximate size 
11 x 10°S” high Witt controls 1 
American Foundry & Equipment Co. Model 
AA Sand cutter, size S6-51 or 96-6 Ad 
dres FALK MILL SUPPLY CO INC 18 
WARD S' ROCHESTER, NEW YORK 


MIXERS WANTED 


Used Simpson Intensive Sand Mixers. State size 
condition and lowest cash price for immediate 
acceptance. Address Box 578, The FOUNDRY, 
Cleveland 13, Ohio. 


294 


| for 





Wanted-To-Buy | 


WANTED 


Patterns for a two burner gas hot plate Will 
ilso purchase ten tons of castings including 
burners for our monthly requirements. Address: 
Box 827, The FOUNDRY, Cleveland 13, Ohio 


Employment Service 


SALARIED PERSONNEL 


$3,000—$25,000. This reliable service, established 
1927, conducts confidential negotiations for high- 
grade men who seek a change of connection unde 
conditions assuring, if employed, full protection 
Lo present position. Send name and address only 
details Personal consultation invited. Ad- 
dress: JIRA THAYER JENNINGS, 241 ORANGE 
STREET, NEW HAVEN 10, CONN. 


SALARIED POSITIONS 
$3,500 & UPWARD 


If you are considering a new connection com- 
municate with the undersigned We offer the 
original personal employment service (3S years 
recognized standing and reputation The pro 
cedure, of highest ethical standards, is_ indi- 
vidualized to your personal requirements and de- 
velops overtures without initiative on your part 
Your identity covered and present position pro 


tected Particulars on request 
RK. W. BIXBY, 


161 DUN BLDG, 


a For Sale ; 


OVERHEAD ELECTRIC TRAVELING CRANES 
CURRENT | 


INC. 


BUFFALO 2, N. Y¥. 





QU TONS MAKE SPAN 

2 5 Shepard 18’0” 230-VDC 

1 5* Northern 14’0” ‘ 

1 5° Shaw Box 30°0" | 
1 5* Northern 37°0” 230-vbc | 
1 25/5 Niles s0°O 230-VDC 


*“LOWHEAD ROOM TYPE 


MONORAIL ELECTRIC 
J TONS MAKE 


HOISTS | 
CURRENT 


2 LoHed 230-VDC 
6 i Shepard 230-VDC 
1 1 Shaw Box 220-VAC 
1 1 Wright 118-VDC 
1 1 30x 230-VDC 
1 3 Shepard 230-VDC | 
1 3° Shepard 230-VDC | 
; iy LoHed 230-VDC 
3 ) LoHed 230-VDC 
2 motor FI Op. Hoists we can supply them 
with cages 
ton Yale stationary mounted hoists, 120 
VDC. wrap 77’ of os ible, SS-FPM wit! 
3-HP. motor (will furnish these arranged for 
2350-VDC) 
ALL ABOVE IN STOCK OFFERED REBUILT 
& GUARANTEED 
SEND FOR OUR STOCK LIST OF A.C. & D.C 
GENERAL PURPOSE CRANE & MILL MO 


TORS ELECTRIC BRAKE & CONTROL | 
EQUIPMENT MOTOR GENERATOR SETS 
TRANSFORMERS, ETC OF ALL SIZES 
T. B. MACCABE COMPANY 
4300 CLARISSA ST. 
PHILADELPHIA (40), PENNA, 


FOR SALE 
ns & Jennings, Jolt Squeeze 
Pattern, 15” x 21” tabl 
2—SPO Hand Rollover I 





| 
| 
| 


*ower Draw Moulding 
Machines compiete wit! t irs. Size 
22 x 60" 
Gas & Electric, Hardening Furnaces, a sizes 
Eclipse, High Pressure Blowers, all sizes-—48,000 
cu. ft.p.hr 
Eclipse High Pressure Blowers, 18,000 cu.ft.p.hr 
North American Blowers, High Pressure, 950 cu 
ft. p.m 
Eclipse, High Pressure Blower, 100,000 cu.ft.p.hr 
FALK MILL SUPPLY CO. INC, 
18 WARD ST. MAIN-6347 
ROCHESTER, NEW YORK 
FOR SALE 
Six model C-414 Grimes hand rammed rollover | 
molding machine Address Karl Nussbaum & | 
Sons, Ine 0th & Garland Ave Louisville 11 
Ky 





| d verlising 


| For Sale 


FOR SALE 


1—-Model #498 Induction motor gene 
KW Diverter pole generator 12 

6 amp DC with 1 HP 22t 
Across the line motor New. $22 

187 ft Ajax 20” 5 ply 28 oz. New ¢ 
Belting with %” top and 1/32” t 
$672.00 

1—Stearns Magnetic Pulley Ser +2 2 
volts, RPM 40. New $400.00 

1—Dustkop Dust Collector with 1 
220/3/60. Two-way 4” flange, wit 
flexible metal hose New $360.00 

1— 220/3/60 Two-way 4” flange 
flexible metal hose New $360.01 

1—2 ton Geared Ladle and bale $106 

1 10002 Ladle and shank 

3—150# Ladles; 2-bales, and double 
shanks for same 

Large quantity of wood flasks f 

Assortment of wood snap ftlasks 

tapered, some nearly new 

18—Cast Iron Flask, 15” x 18 
$5.25 ea 

5—Steel Flask 13 x 1s 4 t 


$12.00 ea 
Adams steel jackets 15 ’ ££ 2e lee 
tapered 


17 


11—Steel Jackets, 14” x 18 tapered 

Assortment steel bands for 15 ju 

square straight snap flask 
HILLSDALE FOUNDRY Co. 


HILLSDALE, MICH, 


FOR SALE 


Steel foundry equipment—used e 

year 

7 3ottom pour ladles—10 & 15 t 

1 Alligator shear-—6” capacity 

1—100 Ton Link-Belt Sand System Shake 
elevator, triple sand bin, 6 ft. Sim; nM 
ler, elevating and _ distributing nvey 
double hoppers for 5 molding 

1 i ft. Simpson Muller 

1 Davenport SA Molding Machines 
(2) and 48 

2—Tabor 20” Air Jolt Hand Rx 


Machines 


250 Sets Steel Flasks and Bottom Bi 
Rollout conveyors and transfer « 


and cleaning 
Laboratory 
Southwark Universal 
Test Machine 
Metallurgical M pe 


room equipme 
Dietert 


Core room 
Sand testing 
1 3aldwin 
1—Riehle Impact 
1—Bausch & Lomb 
Polishers, Et« 
Chemical Laboratory Complete 
25 Ton O.T. Crane—60 ft 
Write for complete list and } f 
CABOT SHOPS, INC., BOX 1101, 
PAMPA, TEXAS 


Spar 3) ‘ 


FOR SALE 
Whiting model 
iigh, with spark arrester Sc 
take a 4 thick lining and ri 
tuyeres, bottom doors 
tural 
to bottom 
CONST iU 
BENTON 


One (1) new B 
} 


charging d 
distance fr f ndat 
Address PI 
INC P.O i 


MICHIGAN 


legs 2°6”" 
f tap spout 
CTION CO 
HARBOR 


steel 


oO 


FOR SALE 
M-12-12 horiz 
witl 1 § BP 
ur ind a runner 
sized cast iron bushing molds t the if 
Never used Address sox SO4, The FOUNDRY 
Cleveland 15, Ohio 


1 Model ontal centr 
mact 


drawing 


ne electro 





LADLES FOR SALE 


Two 51” top diameter, 9,000 pound ipacity 
Whiting bottom pour crane ladles, square bale 
lined ready for use. Immediate delivery Price 


$500.00 each, FOB: COLUMBIA 
COMPANY, CHICAGO HEIGHTS, 


TOOL STEEI 
ILLINOIS 


FOR SALE 


Two (2) #BBI #125 gas-fired hand-tilt Fisher 
furnaces complete with silicon carbide lining 
multiple burners and proportional mixer. These 


furnaces have never been used. A good buy 
THE SAVILL COMPANY 
N.E. COR. HANCOCK & HUNTINGDON STS 
PHILADELVHIA 33, PA, 
PHONE: RE: 9-1406 


THE FOUNDRY—February, 1948 
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_ Classified 


For Sale 


EQUIPMENT FOR SALI 
MOLDING MACHINES 


SPO #611-B stationary os¢ iting squeeze 

strippers 

SPO #4 JHS air jolt hand strip 

Tabor Plain Squeeze, Strain Rod Type 

Mumford 3” Cyl. Core Jolt, with 20” x 15 

Table. 

Tabor combination jar rollover pattern draw, 

10” x 50” table, 21” draw. Capacity 2000 lbs 
BLOWERS FOR CUPOLAS AND FURNACES 


#805 General Blowers, 5 H.P 3/60/220 
1400 C.F.M. at 8-oz. pressure 
laxon-Premix Blowers for Gas , to 1 H.P 


METAL MELTING EQUIPMENT 
tecirculating gas fired oven with all controls 
suitable for core oven 
Style #600 Single Burner Tilting #150 Cru 
cible Furnace for Gas, complete with lining 
and #7 Blower and motor—220 Volt 
Hausfeld 1000% Aluminum Capacity Fur 
naces Zarrel Type, Ope Flame, Oil Fired 
Hausfeld 2000% Aluminum Capacity Fur 
naces 3arrel Type, Open Flame, Oil Fired 
Aluminum Electric Heat Treating Unit, 75 
KW, 220 Volt, Batch Type, with Basket and 
Quench Tank 
Hausfeld Open Flame Tilting Brass Furnaces 
400% capacity, Gas or Oil 
Stationary Gas Fired #60 Crucible Furnaces 
with 4 H.P. Maxon-Premix Blowers 
Monarch-Rockwell Rotating, 5002 Brass. 011 

New 32” to 41” Dia. Shell Cupolas made t 
order 

TUMBLING MILLS AND SAND BLAST 
New Haven 36” x 46” Self Contained Sand 
Blast Barrels, Belt Drive 
Pangborn Syphon Feed Sand Blast Cabinets 
Portable Sand Blast Generator Tanks, 5007 
Sand Cap 

MISCELLANEOUS 

1 A1-No. 1 Blystone Sand Mixe } 1. ft witl 


motor connected 








(New) Type D #14 Roto-Clone Dust Col 
lecting System, complete with Boot! Blower 
7 H.P. Motor, Collecting Hopper and After 


Cleaner 


Model M Beardsley Piper Screenerator, 3 
H.P 220 Volt, 3 phase, on Rubber Tires 
Heavy Duty Back Geared Sprue Cutter, 1 
quare Knives, T. & L. pulley drive 

N 1 Blystone Sand Mixer, 7 cu. ft 5 H.P 
3/60/220-440, motor connected 

Worm Geared Tilting Ingot Mold Stands, 6 


to 12’ long 
CLIFTON MACHINERY COMPANY 
1023 W. SIXTH ST. 
CINCINNATI 3, OHTO 
PHONE PARKWAY 7812 


FOR SALE 
PANGBORN SANDBLAST EQUIPMENT 
ROTOBLAST TABLES—8 FOOT ‘‘LG-1S" 


TABLES 
tandard arrangement——S Aux iry Tables 28 
imeter Speed of Main Table 1 rev. 1 min. to 
rev n 4 mir Max. height to which Aux 


iry Tables may be loaded—15” Maximum 
] 


id on each aux iry Table—200 Ibs 





Ventilating Requ 1000 C.F.M 
Maximum Abrasive Flow 28,000 pounds per 


—— 
OMPLETE WITH MOTORS. DUST COLLECT 
AND COMPONENT PARTS PRACTICAI 
NEW, WILL SACRIFICE FO FRACTION 
F ORIGINAL COST 





CMRCOO CORPORATION 
i111 SCHAEFER HWY. DETROIT 27, MICH. 
TEL. VERMONT 76110-1 


TWO USED CONNERSVILLI 
CUPOLA BLOWERS 


Output 65 cu. ft per rpn mie ring 24 
niet 1¢ tlet 

Output 4 ft pe I € gz 1s 
niet, ¢ tlet 

ke offer 


£O. J. MEVER MANUFACTURING COMPANY 
SOUTH MEVER PLACE & EAST DUMORE 
COURT, CUDAHY, WISCONSIN 


FOR SALE 
gborr sand blast—S ft rotary table 
IDEAL SEATING COMPANY 
ANN ST., N.W GRAND RAPIDS, MICHI 


HE FOUNDRY 


February, 1948 


For Sale 


SURPLUS SAND BLASTING EQUIPMENT 
FOR SALE 
Wheelabrator multi-tablast No 1 Americar 
Price $1100 


Rotoblast table 4’ multiple pindl type 4LG452 


Pangborn—Price $900 
Blast cleaning barrel suctior feed Pangb 


type GF, drum 24” x 15”, capacity 1 
feet—Price $400 


Blast cleaning cabinet Pangborn EN2, 6 ft ng 
x 3 ft. deep by 7’1” high with dust collect 
blower and electric motor—Price $350 

Dust collector Pangborn type CH 623, 5000 ft 
cust capacity with 1 HP mechanical shaker 
Price $500 


Dust collector Pangborn 3 CD1, 2100 cfm clot}! 
area—-Price $350 

Dust collector Pangborn 2CD1, 1400 cfm—P! 
$225 


CONSOLIDATED ELECTRIC & AIR PUMP CO 
141 MANGIN ST. 
NEW YORK 2, N. Y. 


FOR SALI 


Marschke heavy duty swing frame grinde t 
model—like new 16” x 3” wheel 10 HP far 
cooled motor; ball bearing spindle 3 whee 
speed overall length 9 ft Price—$500.00 


H. H. PELZ MACHINERY CO, 
627 W. WASHINGTON BLVD. 
CHICAGO 6, ILL. 


FOR SALI 


#1 Sim] ntensive xer, equippe 
mot red on gear d } } j 

and } button Furnished new by mar 
t er June 1O4¢ Like ew $1,000.06 


BABIN & SHACKLEFORD 
PINE BLUFF, ARKANSAS 


FOR SALI 


One Detroit type AA, 1000 Ib. cold met 


ng t ity 220/3/60 motor and 
transformer 12,000 volts, primary control pane 
Good condition No longer needed 
THE DURIRON CO., INC, 
PUR, DEPT. 
DAYTON 1, OHIO 
FOR SALI 
1 P et Conveyor Jeffrey N 24 BO ft 
track motors 59 cars elevat I ibove fl 
24 rs are paced i r toy ire 1% 
wide x 60 long of e¢ } ira 
pushe molds off conveyor t hake t 


OLD COLONY FOUNDRY Co. 
EAST BRIDGEWATER, MASS, 


FOR SALI 


Paxsor cupola 


Pangborn sand blast room N 55, type 
suction type, complete with dust ector 
classifier type ‘‘CH 

Also a quantity of Louden track and hanger 

All items in excellent condit 


BUFFALO SCALE COMPANY, INC, 
BUFFALO 13, NEW YORK 


LATE MODEL 
FOUNDRY EQUIPMENT 


Core vens molding machines rot clone 
blower wheelabrators. furnaces. conve 


ratory, ete 
BALCHER MACHINERY SALES 

1819 EE. 33rd ST. CLEVELAND 14, OHIO 
TELEPHONE: HENDERSON 1765 


FOR SALE 


New heavy duty motorized rod cutter, 65 cuts 
per minute; capacity: % inch round hot rolled 
steel. Brand new. $890.00 f.o0.b. Cleveland. Ad 
dress: The Federal Foundry Supply Co 4600 
East 7list St., Cleveland 5, Ohio 


verlising 


For Sale 


FOR SALE 
Fisher Type S, 400 capacity, Serial #2698, 
i-Burner G Fired Stationary Melting Fur- 
mplete with assembly, valves and 
! r assembly—-3400.00 
6 Magnesium Bottom Boards, Ventilated 40 x 





i loc per pound 

2—Motorized Kane & Roach Wire Straighteners 
Cap t ”" Wire—-$400.00 each, 

300 0 x 6 Transite Core Plates—Excellent 





cor $1.25 ea 
1— #32 in Gas Pot Furnace, 200% cap, 
wit a Pots $300.00 
1—-Osbor! 12” Jolt Squeeze Molding Ma- 
Machine—-$250.00 


Osborne Portable Rollover Molding Machines 
Operated by Hand for Core Rollover, Model 
7136-3, NEW-—-$200.00 each 

Pangborn Sand Blast Room, which 
necessary parts, 13 x 13 x 10, in 
$2,000.00 





excellent condition 





1 ysbor! tollover Molding Machine with 
Levelli vice Serial #73201, Osborne 
Mode 30” long, 16” wide—$500.00 
6 x 6 rumbl Barrel, Sly End Exhaust, 

Plates $350.00 
000 Ft 12” Wide Roller Conveyor, 10’ Igths, 


dia. roller, 4” centers with stands 
000 Ft. of 10” Wide Roller Conveyor, 10’ lgths. 
2000 Ft. of 18” Wide Roller Conveyor, 8’ and 10’ 


Ft f 24” Wide Roller Conveyor, in various 
p t} 
I 
H ts, Machine Tools, Air Compressors, 
Furnace Electric Motors, Starters, Gear Reduc- 
I ve and hundreds of other items Ve 
ree (3 icres of equipment including the 
r tems ind also cranes, scales, etc 
Se your Inquiries! 


Rk. B. HARRISON, 
UNIVERSAL MACHINERY & EQUIP, CO., 
320 FE. BROAD ST., 
SHILLINGTON, READING, PA, 
DIAL—4-5137 OR 3-0311 


FOR SALE 


l ‘ machine stand grinders 30” 
t 19” wheel centers, 1” to 14” shafts, 1” x 
iz” % 2 x 12” wheel size, roller and 
babbitt bearing All less motors 

i—Type ‘‘M Beardsley-Piper Screenerator 220 

volt } phase motor 
I ; nd core rollover and stripper 

4 12 Haynes Jolt Squeezers 

1 10” Haynes Jolt Squeezer 

€ Hand rollover 6 hand lifts max. flask size 


ver Max. flask size 24” sq 





1—Osbor! Jolt Rollover Max. flask size 28” x 
OO” 
Beardsley-Piper Tractor Type Sand Slingers 
13 Tracto! 16 head, 220 volt 3. phase 


BOX 802 


The FOUNDRY CLEVELAND 13, OHTO 


FOR SALE 
CLEARFIELD MIXER 


tion, available immediately 


nda 
a 


mmediate sale 
BOX 826 


The FOUNDRY CLEVELAND 13, OHIO 


FOUNDRY EQUIPMENT 
FOR SALE 
J&J #918 jolt rollover, excellent condition New 
radial blast barrel, American 


I é le ( 
I i blower litable 8 tons hour Subject 
ile \ddress: Box 806, The FOUNDRY, 
Cleveland 1 oO 
FOR SALE 
e tabor jueeze and jolt machine #26172 
table Condition like new Address: 
BRIDGEWATER FOUNDRY CO., INC., 
BRIDGEWATER MASS 


FOR SALE 
1—1% yard Hayward motorized bucket. Ap- 
roximately 9’ high overhauled and in good 
ondition Address LUFKIN FOUNDRY @ 
MACHINE CO LUFKIN, TEXAS. 


r 
t 
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For Sale 


FOR SALI 
B Ne N mer ! 1 4 are CFM 


fT 
\ 


STATE MACHINERY AND METAL CO. 
PATERSON I, N. d. 


FOR SALE 
1—Size 5 Piqua Blower with 30 H.P. G.E. Motor 
Ii—z4 American Blower 
1— 272102 Worthington Pump 
1—-L. & N Potentiometer 
1—Toledo Over-head Trolley-track Scale 22504 
Cap 
1—-One H.P. G.E. Motor 
1—One H.P. U.S. Motor 
2—7 H.P. Robins & Myers Motor 
1—5 H.P. Ideal Motor 
Cc. & G. FOUNDRY & PATTERN WORKS, INC. 


2440 YVANDES ST. 
INDIANAPOLIS, IND. 


FOR SALE 
One used Moore rapid Lectromelt furnace size P 
primary side, 13,200 volts, 60 cycle, 3 phase 
rated at three tons per hour capacity, complete 
with electric substation and all controlling equip- 
ment In good operating condition Address 
THE CHAPMAN VALVE MFG. CO F. C 
LOW TREAS INDIAN ORCHARD, MASS 
FOR SALE 
1——-Roots blower, size 5! Excellent condition 


For immediate shipment. Address: GLAMORGAN 
PIPE & FOUNDRY CO., LYNCHBURG, VA 





For Sale 


FOR SALE 
1—Whiting #9% Model B Cupola section E 45’ 
with Tuyeres. Self segments, arranged for 9” 
thick lower lining, C.1. charging door frame 
wishbone and grapple 
1—3 Ton capacity Horseshoe charging trolley 11’ 
span 34’ lift equipped with GE 3 HP and 15 
HP traction and lift slip ring motor 3-60-220 
60 FPM drum controllers, resistance grids, 
including switches, trolley system, etc 
BOX 523 


THE FOUNDRY CLEVELAND 13, OHIO 


TURBO BLOWERS 


2100 cfm @ 10 oz. Spencer, with 10 HP, 220/ 
440 V. 3/60/3600 RPM motor. 

(4) 675 cfm @ 6 oz., Spencer, driven by 2 HP, 

220/440 V., 3 ph. 60 cycle 3600 RPM. 


ALSO MANY PRESSURE BLOWERS 
NOT LISTED 
HOISTS 
% Ton—Detroit Titan—440/3/60 
% Ten—Budgit—220/3/60 


% Ton—Comet—440/3/60 
% Ton—P & H—440/3/60 


verti ing 


For Sale 


FOR SALE 
1-Double drawer type foandry equ 
pany recirculating type gas fired 
dition like new Bargain \ddre 


The FOUNDRY, Cleveland 13, Ot 


FOR SALI 


6 \dams portable jolt squeezer 


10” x 32 
2 Adams portable jolt squeezer 
12” x 38” 
Each equipped ”" Adams 
price Never used 


BOX B16 


The FOUNDRY CLEVELAND 13, OHI 


FOR SALE 


1—Trent Electric Furnace with Brown Instr 
ments, 34% KW, 175 volts, 1 phase, 60 cycls 
size MLR 4A, #60861. 

5—Fisher 22” Tilting Furnace, take #275 cr 
cible, equipped for gas firing 

1—Tilting Furnace, take #400 crucible, equippe 
for gas firing. 

1—Eclipse Crucible Type Brass Melting Furnace 
gas fired, catalog #200S 

1—American Electric Furnace, catalog #Pk KV 


% Ton—Chisholm Moore—440/3/60 
% Ton—Cleveland—440/3/60 
2 Ton—Lo-Hed—220/3/60 


8.3, Amps. 118, volts 70, cycle 60, phase 
serial #5703. 
1—Centrifugal Casting Machine and Motor, Cer 
tri-meco made, model SR-PR, serial No. 174 
1—Royer Shakeout Machine with Motor, 64 
long x 52” wide, table 29” x 58” 
1—Constant Heating Tank with motor and pum; 
with thermo controls. 
1—Waage Air Pressure Wax Machine 
FOR SALE 2—Osborn Rollover #203, take plates 36” x 5( 
1--International type F jolt rollover 32 x 52 with 8” draw, air clamps and air controlled 
table, jolt 2500 pounds, 16” draw with air table. 
flask clamps, rollers and air equalizers. New | 2—Osborn Jolt Rollover machines #601-13 
1942. Address: DEZURIK SHOWER COM- OLD COLONY FOUNDRY COMPANY 
PANY, SARTELL, MINNESOTA EAST BRIDGEWATER, MASS. 


THE MOTOR REPAIR & MFG. CO. 
1552 HAMILTON AVENUE 
CLEVELAND 14, OHIO 








POSITION WANTED 


ALL OTHERS 


—Personals’—‘“Services”’, etc., 


each. 


NOTE—If replies are to be sent 


for box number and address. 


the above rates. 





CLASSIFIED ADVERTISING RATES 


Minimum advertisement set solid, 
30 words, $2.00. Additional words 7c each. 


“Help Wanted”—‘For Sale” 


set solid, 30 words or less, $4.00. Additional words 12c 


of THE FOUNDRY, add 6 words to your advertisement 


Any advertisement set in all capital letters, add 50% to 





INCH RATES PER INSERTION 


Single Column One Three Six 





Twelve 

“Wanted” SE in ic TT te i a 

rel : a ara $ 12.00 $11.00 $ 10.00 $ 9.00 
minimum advertisement ‘Dinches ..... 21.75 20.00 18.25 16.75 
3 inches ..... 32.00 29.25 26.75 24.00 


~ 40.00 36.75 33.25 30.00 


~ 44.00 40.00 36.00 


“4 inches ..s.. 
5 inches, % col. 48.00 


; “6 inches . 58.75 53.25 48.00 42.75 

to a box number in care “7 inches ..... 66.00 60.00 54.00 48.00 
8 inches ..... 73.25 66.75 60.00 53.25 

10 inches, 1 col. 88.00 80.00 72.00 64.00 

Half Page .... 130.00 120.00 110.00 100.00 





Full Page .... 220.00 200.00 180.00 160.00 
Remittance should accompany advertisement when 
submitted—-Cash Discount 2%, 10 days. 











Tue 


~FouNDRY-— 


Penton Building, Cleveland 13, Ohio 
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One of a series of messages to help you increase your understanding of business paper advertising, and its effect on your business. 


Ever hear of a Salesman 


who knew how to sew? 


se THERE WAS a young salesman who took a job 
with a company that makes electric blankets. He 
figured he could sell those blankets a lot better if he 
knew how to make one. 


So he spent enough time in the factory to learn 
every stepin their manufacture — cutting, wiring, sew- 
ing and all. The experience proved so valuable that 
today the company requires every salesman to make 
one of the blankets he sells. 


That sounds like such a good idea that maybe it 
could work both ways. Let the production man learn 
something about how they sell what he makes. The 
result should be a better job in both departments, 
for producing and selling have one important thing 
in common. Both thrive on mechanization. 


In the manufacture of a sale, for example, it usually 
takes five separate operations to find a prospect and 
convert him into a customer. To expect the salesman 
to perform all five would be like manufacturing the 
product itself entirely by hand—slow and far toocostly. 


So the salesman depends on a machine to take over 
part of his selling job. Finding prospects, arousing 
their interest, creating a preference for his company’s 
product or service—all these operations must be mech- 
anized if sales are to be manufactured at a profit. 


Advertising is the machine that puts selling on a 
mass production basis. And in the business press— 
with its tremendous concentration of hand-picked 
readers—the machine operates at its highest efficiency. 


Just how efficiently does business paper advertising work? If you'd like to 
see some examples, we'll be glad to send you a recent ABP folder on actual 
results. Also, if you'd like reprints of this advertisement (or the entire series) 
to show to others in your organization, you may have them for the asking. 


THE 





—FOUNDRY— 


is one of the 129 members of The Associated Business Papers, 
whose chief purpose is to maintain the highest standards of editorial 


helpfulness—for the benefit of reader and advertiser alike. 


ik FOUNDRY February, 1945 





RANSOHOFF 
WET CLEANING MILLS 


with automatic star-return 


(] 


COSTS ARE DEFLATED 
OVER 80 PER CENT 


DOWN go cleaning costs as 










































these mills clean castings in 
the foundry of The Moline 
Malleable Iron Co., St. 
Charles, lll. WITHOUT 
MANUAL HANDLING. 


Cleaning equipment is inte- 
grated into plant layout for 
economy in floor space, 
handling and utmost effi- 














ciency. 


LET RANSOHOFF ENGI- 
NEERS show what they can 
do for you, too. 
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jm, WITHOUT OBLIGAT 
= SEND -" a 30% to 10% 


A SAMPLE BATCH 


<2 — ON YOUR 
ZS on y for FREE anges CLEANING 
anne L047 JY on cleaning. COSTS 





of S.:, - 

mt TOWNSHIP AVE. 
“echo nc AND BIG 4 
Ciba’ ® J CINCINNATI 16, 0. 
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= AN ADEQUATE, 





ran Mh 


DEPENDABLE AIR SUPPLY 





“PRECISION BUILT’ 


AIR COMPRESSORS 


yd 
all ~ 


I n thousands of plants throughout the country 

Curtis Model ‘‘C’’ Air Compressors are 
delivering a completely satisfactory air supply 
under widely varying conditions. 


The precision construction of every Curtis 
Air Compressor assures dependable, trouble- 
free operation with less wear, unusually long 
life and low operating and maintenance costs. 





Curtis economy results from such outstanding 
design features as: 


@ Timken Roller Bearings 

@ Positive Lubrication — Self-oiling 
@ Carbon-free Disc Valves 

@ Automatic Pressure Unloader 


@ Precision Construction Throughout 


Curtis Air Compressors are available in sizes from 14 to 50 H.P. 


Write today for full information or simply fill in the coupon below. 





\ Gumeemmmmare : 
MACHINERY DIVISION 


of Curtis Manufacturing Company 


ST. LOUIS + CHICAGO +» NEW YORK «+ LOS ANGELES 
OAKLAND, CALIF. + PORTLAND, ORE. 


IF Years of Precision Manufacturing 
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CURTIS PNEUMATIC MACHINERY DIVISION Fsez | 
of Curtis Manufacturing Company ! 
1922 Kienlen Avenue, St. Louis 20, Missouri | 
| 
eee MO UO TE ee nik ko Sik Sdn venccdndeedwaduibx > & 
C-7 on Curtis Air Hoists, : | 
5 ; Firm salad tse elegant aa . 
Air Cylinders and Curtis I 
Air Compressors. Street eine Peer TT RT 
City Seve orrr rT ee EE Ee ° | 
- <> eee a ae el ome ome ame ame oe oo! 
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For a@ convincing example, 
look at the installation pic- 
tured. It shows two MODERN 
Pouring Devices and Ladles 
suspended from a special 
MODERN Double Beam Crane 
which interlocks with a MOD- 

ERN Monorail System. “Two- Fuca; 
Up Pouring” is made a simple, 
efficient, time and labor sav- 





ing operation . . . which as- 
sures high quality production. 






Yes, you can count on the 
MODERN EQUIPMENT CO. 
engineering staff for depend- 
able counsel on all of your 
pouring problems. As pioneers 
and originators of mechanized 










metal-pouring systems, pour- 
ing devices and ladles, they 
are responsible for the major 



















advancements in this phase of 
foundry operation. 








WRITE Dept. F for 
Bulletins 143 and 143-B 












... or ASK your MODERN Representative 


CHAMBERLAIN COMPANY MAYER & OSWALD, INC. TELLER EQUIPMENT a rcoeangge 
4700 District Bivd los Angeles, California 37 West Van Buren Chicago, Illinois 241 Lafayette Street ew Je 
F. T. CROWE CORPORATION McARDLE EQUIPMENT COMPANY S. & VANDERBECK 
3 Walker Bldg Washington 5724 Navagation Blvd Houston, Texas 731 Commercial Trust Philadelphia ylv 
M. L. DOELMAN McVOY HAUSMAN COMPANY WHITEHEAD BROTHERS COMPANY 
» Russell Avenue Buffo New York 2024 Sixth Ave. N Birmingham, Alaboma 17 Exchange Place . ne PANY < 
W. W. DRISSEN MINNESOTA SUPPLY COMPANY eet itecteile aoe a ese 
328 Hamilton Blvd Detroit, Michigan 706 Sixth Ave. S. minneapolis, Minnesota HENRY M. WOOD COMPANY 
W. C. EDGAR RISNEY FOUNDRY a | COMPANY 800 Times Star Tower sna? 
r Bldg Pittsburg, Pennsylvania 1307 N. 63rd Street Wauwatosa, Wisconsin Export Office: RENE K. PRICE 
GAMBLE HAWKINS COMPANY ROBBINS & BOHR 70 Pine Street New York, New 
617-N.W,. 14th Stree P 4 regon 535 Chattanooga Bank Chattanooga, Tennessee CANADIAN FOUNDRY SUPPLIES & 
RUSSELL F. LINCOLN SHEA-BROWNELL COMPANY EQUIPMENT, LTD 


58 Maplecliffe Drive eve "d, Ohio 3908 Olive Street St. Louis, Missouri Montreal and Toronto, C 




























FOUNDRY EQUIPMENT and SUPPLI 


B. ST t VE NM s =_ 


DETROIT 16, MICHIGAN 


EWENGLAND ...._ 166-182 Brewery St., New Haven, Conn. e CANADA . FREDERIC B. STEVENS OF CANADA, LIMITEL 
EW YORK and PENNSYLVANIA . . 93 Stone St., Buffalo, N. Y. © 1262 McDougall St. ee. 6h|6l)}lCflC.:C,:«C.:«€6Windsor, Ontari 
NDIANA . Hoosier Supply Co., 36 Shelby St., Indianapolis, Ind. oe eee) hs CS. Cs:C«ssC«w:SSCrcorntco, Onitari 





A CONTRAST*in Foundry Practice 


Before and After LINK-BELT Mechanization at Oliver Co 
q-aerore 


Inefficient hand shoveling of sand into 
molds and carrying out of molds on to 
foundry floor. 


AFTER—> 


Link-Belt Mechanization. Properly 
prepared sand is delivered to hoppers 
above molding machines, gravity fed 
to molds. Finished molds placed on 


conveyor—no carry out required. 


Hand pouring. Preducticn suffered 
because each molder limits production 
to the number of ladles cf iron he 


wishes to pour 


AFTER—p> 


Link-Belt Mechanization. Molds move 
along pouring zone. Pouring conveyor 
moves at same speed as mold convey- 
or. Pouring is faster, easier and more 


efficient. 





Smoke and gas from poured molds 
and confusion of hand pouring adds 
to difficulty in securing foundry help. 


AFTER— 
Link-Belt Mechanization. Poured 
molds conveyed through ventilated 
cooling hood and automatically dis- 
charged on to shakeout screen, elimi- 
nating one of the dirtiest and hardest 
jobs in a foundry. 


The dirty, messy job of wetting and 
cutting sand results in poorly pre- 
pared non-uniform sand heap. 


AFTER—> 


Link-Belt Mechanization. Showing 
mullers and automatic sand prepara- 
tion unit for uniform and proper prep- 
aration of sand, after molds have been 
automatically dumped and conveyed 
to preparation unit. 


LINK-BELT COMPANY 


Chicago 9, Indianapolis 6, Philadelphia 40, Atlanta, Dallas 1, Minneapolis 5, San Francisco 24, Los Angeles 33, 
Seattle 4, Toronto 8. Offices in Principal Cities. 0,74 


LINK-BELT CONVEYORS 


AN D nae FC AYES AVS mACH IN Ga 








